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(57)Abstract 

PROBLEM TO BE SOLVED: To suppress non-uniformity of wall thickness 
at a time of blow molding to uniformize the wall thickness of a molded 
product as a whole. 

SOLUTION: When blow molding is performed by performing mold clamping, 
deformation is applied to a parison to almost simultaneously perform the 
contact of the parison 1 with the inner surface of a mold 5 as a whole. 
Preforming is applied to the parison 1 prior to blow molding so as to 
become approximate to a molded product and the non-uniformity of wall 
thickness at a time of blow molding is suppressed and the wall thickness 
of a molded product is uniformized as a whole. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The blow molding approach characterized by consisting of each following process in the blow molding approach, 
(a) When it is in the inclination to blow Ayr into parison, for the process and (b) parison which expand parison to expand, 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts after 
injecting parison and performing eye a mold clamp, High-pressure Ayr is injected to said predetermined part from the Ayr 
nozzle prepared in metal mold. The process which stops blowing in of Ayr into parison while cooling the process, and the 
process which injection of said high-pressure Ayr is stopped [ process ] and sticks parison to the inside of metal mold and 
(c) (d) parison which delays contact of said predetermined part to a metal mold inside, and picks out a product from metal 
mold. 

[Claim 2] The blow molding approach characterized by consisting of each following process in the blow molding approach, 
(a) When it is in the inclination to blow Ayr into parison, for the process and (b) parison which expand parison to expand, 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts after 
injecting parison and performing eye a mold clamp, High-pressure Ayr is injected to said predetermined part from the Ayr 
nozzle prepared in metal mold, the process and (c) parison which delay contact of said predetermined part to a metal mold 
inside — said — others — Ayr in [ the suction hole prepared in metal mold corresponding to the part to ] metal mold — 
drawing in — said — others — the process which promotes expansion of a part — (d) Process which stops blowing in of 
Ayr into parison while cooling the process and (e) parison which injection of high-pressure Ayr from said Ayr nozzle and 
suction of Ayr from said suction hole are stopped [ parison ], and stick parison to the inside of metal mold, and picks out a 
product from metal mold. 

[Claim 3] High-pressure Ayr injected from the Ayr nozzle in invention according to claim 1 or 2 is the blow molding 
approach characterized by being an elevated temperature. 

[Claim 4] In the metal mold used for the blow molding approach which inserts the parison injected from the die in an 
extruder in the metal mold of a pair, and blows Ayr into the above-mentioned parison, and fabricates a product The 
Breaux molding die characterized by preparing the Ayr nozzle for injecting high-pressure Ayr to said predetermined part in 
order to delay contact of said predetermined part to a metal mold inside when it is in the inclination for parison to expand 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts. 
[Claim 5] invention according to claim 4 — setting — Ayr near [ other ] the part of parison — drawing in — being 
concerned — others — the Breaux molding die characterized by having the suction hole for promoting expansion of a 
part 

[Claim 6] The Breaux molding die characterized by equipping the Ayr nozzle with the bulb which can open and close the 
Ayr jet hole concerned freely in invention according to claim 4 or 5. 

[Claim 7] The blow molding approach characterized by consisting of each following process in the blow molding approach, 
(a) When Ayr is blown into parison, the process and (b) parison which expand parison expand and the predetermined part 
of the parison concerned contacts a metal mold inside earlier than other parts, after injecting parison and performing eye a 
mold clamp. The process which stops blowing in of Ayr into parison while cooling parison after parison sticks to the 
process and (c) metal mold inside which are made to move a part of predetermined part concerned in the direction of 
other parts, and attain thick equalization of parison, and takes out a product from the inside of metal mold. 
[Claim 8] The Breaux molding die characterized by coming to cover a part or the whole of a metal mold inside with the 
small matter of contact resistance with parison in the metal mold for blow molding. 

[Claim 9] The Breaux molding die characterized by equipping the metal mold inside with the sheet member for moving a 
part of predetermined part concerned in the direction of other parts after a predetermined part contacts a metal mold 
inside when the predetermined part of parison which expands by blowing in of Ayr is in the inclination to contact a metal 
mold inside earlier than other parts, in the metal mold for blow molding. 

[Claim 10] It is the Breaux molding die characterized by having the driving source for a sheet member consisting of an 
elastic member in invention according to claim 9. and extending the elastic member concerned. 

[Claim 11] It is the Breaux molding die characterized by being the configuration equipped with the contraction sheet which 
will be contracted if heat is applied to the both sides of the expansion sheet in which a sheet member carries out heat 
expansion in invention according to claim 10 at the time of contact to parison. 

[Claim 12] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

In case parison is injected and eye a mold clamp is performed, (a) Between metal mold and parison When blowing Ayr into 
the process which pinches a symmetry form and the lubricating film which carried out the laminating stair-like for a film- 
like elastic body, and (b) parison and expanding parison, The process which extends lubricating film according to expansion 
of parison. and attains thick equalization of parison, the process which performs preforming in the condition of having 
intervened lubricating film between (c) parison and a metal mold inside, the process which performs finishing shaping for 
the half-finished products after (d) preforming at another process. 
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[Claim 13] The blow molding approach characterized by consisting of each following process in the blow molding approach. 



(a) The process which stops blowing in of Ayr into parison while sticking the process which performs preforming by 
inserting the above-mentioned parison by the pinch member arranged on vertical both sides of metal mold before injecting 
parison and performing eye a mold clamp, the process which blows Ayr into (b) mold clamp back into parison, and expands 
parison. and (c) parison to a metal mold inside and cooling, and picks out a product from metal mold. 
[Claim 14] The blow molding approach characterized by having the process which pinches the flank of parison and 
performs preforming in invention according to claim 13 by movable nesting with which metal mold was equipped in the 
mold clamp front. 

[Claim 15] The Breaux molding die characterized by having the pinch member which pinches parison and performs 
preforming to the up per—and -lower- sides side of metal mold in the metal mold for blow molding, enabling free closing 
motion. 

[Claim 16] The Breaux molding die characterized by having movable nesting for pinching the flank of parison to the 
opposed face of metal mold, and performing preforming to it in invention according to claim 15. 

[Claim 17] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

(a) When inject parison, eye a mold clamp is performed, Ayr is blown into parison and parison is expanded, The process 
which performs preforming so that expansion of a part of parison may be restricted and it may bring close to a metal mold 
configuration by movable nesting with which metal mold was equipped free [ in-and-out ], (b) Process which stops blowing 
in of Ayr into parison while cooling the process and (c) parison which movable nesting is absorbed [ parison ] in metal mold 
and stick parison to a metal mold inside, and picks out a product from metal mold. 

[Claim 18] Preforming of the parison by movable nesting with which metal mold was equipped free [ in-and-out] in 
invention according to claim 17 is the blow molding approach characterized by being carried out by continuing from the 
mold clamp process of metal mold. 

[Claim 19] The Breaux molding die characterized by having the drive control device for carrying out drive control of the 
in-and-out of the movable nesting concerned while contacting a part of parison and having movable nesting which can 
restrict expansion of a parison top Norikazu part freely free [ in-and-out ] in the Breaux molding die. 

[Claim 20] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

(a) In case parison is injected and eye a mold clamp is performed, when blowing Ayr into the process made to press and 
transform parison with the pressure plate of the pair which it had between metal mold, and (b) mold clamp back into 
parison and expanding parison, The process which stops blowing in of Ayr into parison while cooling the process and (d) 
parison which stick parison to a metal mold inside, carrying out the interior of the process and the (c) pressure plate which 
open a pressure plate gradually corresponding to expansion of parison into metal mold, and picks out a product from metal 
mold. 

[Claim 21] The Breaux molding die characterized by having the pressure plate of the pair for making parison press and 
transform in the Breaux molding die between the metal mold of the pair which can be opened and closed freely free 
[ reciprocation ]. 

[Claim 22] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

(a) Before mold clamp carrying out of the time of injection molding of parison, or the Breaux molding die Ayr is sprayed on 
the predetermined part in the inclination which becomes thin meat at the time of shaping to a product. The process which 
blow Ayr into the process which low-temperature-izes the above-mentioned predetermined part of parison rather than a 
perimeter, and (b) mold clamp back into parison, and parison is made to expand, stops blowing in of Ayr into parison while 
cooling the process and (c) parison which are stuck to a metal mold inside, and picks out a product from metal mold. 
[Claim 23] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

(a) The process which stops blowing in of Ayr into parison while cooling the process which sprays high-pressure Ayr on 
parison from the direction of arbitration, and preforms in the configuration near a product configuration, the process which 
blow Ayr into (b) mold clamp back into parison, and parison is made to expand, and is stuck to a metal mold inside, and (c) 
parison, before performing the time of injection molding of parison, or eye a mold clamp of metal mold, and picks out a 
product from metal mold. 

[Claim 24] Blasting of high-pressure Ayr for preforming parison in invention according to claim 23 is the blow molding 
approach characterized by having the process which performs from the inside of parison and is attracted from an outside 
corresponding to the blasting location of high-pressure Ayr. 

[Claim 25] The blow molding approach characterized by consisting of each following process in the blow molding approach. 

(a) The process which sprays Ayr on the predetermined part which is in the inclination which becomes thin meat at the 
time of shaping to a product before performing the time of injection molding of parison, or eye a mold clamp of metal mold, 
and low-temperature-izes the above-mentioned predetermined part rather than a perimeter, (b) Ayr is blown into the 
process which sprays high-pressure Ayr on the elevated-temperature part of parison, and preforms in the configuration 
near a product configuration, and (c) mold clamp back into parison. The process which stops blowing in of Ayr into parison 
while cooling the process and (d) parison which parison is expanded and are stuck to a metal mold inside, and picks out a 
product from metal mold. 

[Claim 26] Die equipment characterized by having the air jet hole which injects Ayr towards parison to the core inside 
[ which injects parison / annular ] an exit hole in the die equipment which carries out injection molding of the parison. 
[Claim 27] It is die equipment characterized by the ability to be horizontally circled in an air jet hole in invention according 
to claim 26. 
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[Claim 28] It is die equipment characterized by the ability to inject sufficient high-pressure Ayr to make an air jet hole 
transform a part of parison in invention according to claim 26 or 27. and perform preforming freely. 

[Claim 29] the high-pressure air jet hole for injecting high-pressure Ayr for producing and cheating out of deformation to 
parison. and performing preforming to the core inside [ which injects parison / annular ] an exit hole in the die equipment 
which carries out injection molding of the parison. — adequate several — ****** — the die equipment characterized by 
things. 

[Claim 30] Die equipment characterized by having the suction nozzle which attracts parison from an outside corresponding 
to a high-pressure air jet hole in invention of claim 29. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to die equipment at the metal mold list used for the blow molding approach 
and this approach, and when for example, a cross-section configuration carries out blow molding of the mold goods which 
have a corner between side attachment walls flat like a 4 square-shape-like container to a detail further, it is related with 
die equipment at the metal-mold list used for the blow molding approach and this approach of being able to control that 
the thickness of the above-mentioned corner becomes thin meat from other parts, and attaining the whole thick 
equalization. 
[0002] 

[Description of the Prior Art] When the conventional, for example, cross section, configuration carries out blow molding of 
the 4 square-shape-like container etc., injection molding of the pipe (parison) is placed upside down from the annular exit 
hole of the die equipment in an extruder, while inserting with the metal mold of the pair equipped with the cavity which 
formed this parison in the product configuration, it has in the lower part of metal mold, and a pars basilaris ossis occipitalis 
is formed in ****** and parison for parison. 

[0003] After having blown Ayr into parison from the Ayr blowing-in hole formed in the core with which the center section 
of die equipment was equipped after that, having made parison expand, and making it stick to a metal mold inside and 
carrying out cooling solidification, a product is picked out from metal mold. 
[0004] 

[Problem(s) to be Solved by the Invention] By the way, since it is common to be fabricated in the shape of a cylindrical 
shape as for parison 1, as shown in drawing 20 (A) When said parison 1 is made to expand and the inside of metal mold 5A 
and 5B is made to stick in the above-mentioned cavity 3 of the division metal mold 5A and 5B of a pair with which the 
cross-section configuration was equipped with the 4 square-shape-like cavity 3, it is in the inclination for 1A part of 
parison 1 to become thin meat from flat partial 1B. 

[0005] That is, it expands so that the whole thickness may be mostly held to homogeneity and a cylindrical path may be 
expanded, until it will contact the inside of metal mold 5A and 5B, if Ayr is blown into parison 1 into a cavity 3 and parison 
1 is made to expand, and it is shown in drawing 20 (C) — as — a part of peripheral face of parison 1 — if 1B contacts the 
inside of metal mold 5A and 5B — this part — since 1B stops expansion and is not slippery in accordance with an inside - 
- the part concerned — the part of 1B holds the thickness at the time of contact. 

[0006] Then, although circular partial 1A between up Norikazu section 1B expands gradually and parison 1 finally sticks to 
the inside of metal mold 5A and 5B extensively Since said circular partial 1A expands gradually, it is extended and the 
point of contact with the inside of metal mold 5A and 5B moves to a corner side gradually, a corner side becomes thin 
[ the thickness of circular partial 1 A of parison 1 ]. 

[0007] When there is a part of thin meat uniformly on the whole and partially like ****, there is a problem that the 
reinforcement of a product, rigidity, etc. fall. Moreover, when it becomes thin meat partially and a thick difference arises, 
while the difference of die shrinkage becomes large and deformation becomes large, poor appearance quality may be 
generated. 

[0008] Furthermore, since parison is fabricated on the basis of the minimum thick part when it is going to secure the 
reinforcement of a product, the weight of the whole product increases and there are problems, such as becoming a cost 
rise. 
[0009] 

[Means for Solving the Problem] This invention is what was made in view of the conventional problem like the above- 
mentioned. Invention according to claim 1 The (a) process which blows Ayr into parison and expands parison after injecting 
parison and performing eye a mold clamp in the blow molding approach, When it is in the inclination for parison to expand 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts. High- 
pressure Ayr is injected to said predetermined part from the Ayr nozzle prepared in metal mold. The (b) process which 
delays contact of said predetermined part to a metal mold inside, and the (c) process which injection of said high-pressure 
Ayr is stopped [ process ] and sticks parison to the inside of metal mold. While cooling parison, blowing in of Ayr into 
parison is stopped, and it becomes the (d) process which picks out a product from metal mold more. 
[0010] The (a) process which blows Ayr into parison and expands parison after invention according to claim 2 injecting 
parison in the blow molding approach and performing eye a mold clamp. When it is in the inclination for parison to expand 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts. High- 
pressure Ayr is injected to said predetermined part from the Ayr nozzle prepared in metal mold, the (b) process which 
delays contact of said predetermined part to a metal mold inside, and parison — said — others — Ayr in [ the suction 
hole prepared in metal mold corresponding to the part to ] metal mold — drawing in — said — others — with the (c) 
process which promotes expansion of a part The (d) process which injection of high-pressure Ayr from said Ayr nozzle 
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and suction of Ayr from said suction hole are stopped [ process ], and sticks parison to the inside of metal mold. While 
cooling parison, blowing in of Ayr into parison is stopped, and it becomes the (e) process which picks out a product from 
metal mold more. 

[0011] High-pressure Ayr which injects invention according to claim 3 from the Ayr nozzle in invention according to claim 
1 or 2 is the blow molding approach which is an elevated temperature. 

[0012] In the metal mold used for the blow molding approach which invention according to claim 4 inserts the parison 
injected from the die in an extruder in the metal mold of a pair, and blows Ayr into the above-mentioned parison, and 
fabricates a product When it is in the inclination for parison to expand and for the predetermined part of the parison 
concerned to contact a metal mold inside earlier than other parts, it is the Breaux molding die which prepared the Ayr 
nozzle for injecting high-pressure Ayr to said predetermined part in order to delay contact of said predetermined part to a 
metal mold inside. 

[0013] invention according to claim 5 — invention according to claim 4 — setting — Ayr near [ other ] the part of parison 
— drawing in — being concerned — others — it is the Breaux molding die equipped with the suction hole for promoting 
expansion of a part 

[0014] Invention according to claim 6 is the Breaux molding die which equips the Ayr nozzle with the bulb which can open 
and close the Ayr jet hole concerned freely in invention according to claim 4 or 5. 

[0015] The (a) process which blows Ayr into parison and expands parison after invention according to claim 7 injecting 
parison in the blow molding approach and performing eye a mold clamp, When parison expands and the predetermined part 
of the parison concerned contacts a metal mold inside earlier than other parts, The (b) process which is made to move a 
part of predetermined part concerned in the direction of other parts, and attains thick equalization of parison, While 
cooling parison after parison sticks to a metal mold inside, blowing in of Ayr into parison is stopped, and it becomes the (c) 
process which takes out a product from the inside of metal mold more. 

[0016] Invention according to claim 8 is the Breaux molding die which comes to cover a part or the whole of a metal mold 
inside with the small matter of contact resistance with parison in the metal mold for blow molding. 

[0017] In the metal mold for blow molding, when the predetermined part of parison which expands by blowing in of Ayr is in 
the inclination to contact a metal mold inside earlier than other parts, invention according to claim 9 is the Breaux molding 
die which equips the metal mold inside with the sheet member for moving a part of predetermined part concerned in the 
direction of other parts, after a predetermined part contacts a metal mold inside. 

[0018] Invention according to claim 10 is the Breaux molding die equipped with the driving source for a sheet member 
consisting of an elastic member and extending the elastic member concerned in invention according to claim 9. 
[0019] It is the Breaux molding die of a configuration of having had the contraction sheet which invention according to 
claim 11 will contract if a sheet member applies heat to the both sides of the expansion sheet which carries out heat 
expansion at the time of contact to parison in invention according to claim 10. 

[0020] In case invention according to claim 12 injects parison and performs eye a mold clamp in the blow molding 
approach, between metal mold and parison When blowing Ayr the (a) process which pinches a symmetry form and the 
lubricating film which carried out the laminating stair-like for a film-like elastic body, and into parison and expanding 
parison. It becomes the (d) process which performs finishing shaping at another process more about the (b) process which 
extends lubricating film according to expansion of parison, and attains thick equalization of parison, the (c) process which 
performs preforming in the condition of having intervened lubricating film between parison and a metal mold inside, and the 
half-finished products after preforming. 

[0021] The (a) process which performs preforming by inserting the above-mentioned parison by the pinch member 
arranged on vertical both sides of metal mold before invention according to claim 13 injecting parison in the blow molding 
approach and performing eye a mold clamp, It becomes the (b) process which blows Ayr into the mold clamp back into 
parison, and expands parison, and the (c) process which stops blowing in of Ayr into parison while sticking parison to a 
metal mold inside and cooling, and picks out a product from metal mold more. 

[0022] Invention according to claim 14 is the blow molding approach of having the process which pinches the flank of 
parison and performs preforming to a mold clamp front by movable nesting with which metal mold was equipped, in 
invention according to claim 1 3. 

[0023] Invention according to claim 15 is the Breaux molding die which it has for the pinch member which pinches parison 
and performs preforming to the upper-and-lower-sides side of metal mold, enabling free closing motion in the metal mold 
for blow molding. 

[0024] Invention according to claim 16 is the Breaux molding die equipped with movable nesting for pinching the flank of 
parison to the opposed face of metal mold, and performing preforming to it in invention according to claim 15. 
[0025] In the blow molding approach, invention according to claim 17 injects parison, and performs eye a mold clamp. The 
(a) process which performs preforming so that expansion of a part of parison may be restricted and it may bring close to a 
metal mold configuration by movable nesting with which metal mold was equipped free [ in-and-out ], in case Ayr is blown 
into parison and parison is expanded. It becomes the (b) process which movable nesting is absorbed [ process ] in metal 
mold and sticks parison to a metal mold inside, and the (c) process which stops blowing in of Ayr into parison while cooling 
parison. and picks out a product from metal mold more. 

[0026] Preforming of the parison by movable nesting which equipped metal mold with invention according to claim 18 free 
[ in-and-out ] in invention according to claim 17 is the blow molding approach currently performed by continuing from the 
mold clamp process of metal mold. 

[0027] In the Breaux molding die, invention according to claim 19 is the Breaux molding die equipped with the drive control 
device for carrying out drive control of the in-and-out of the movable nesting concerned while it contacts a part of 
parison and is equipped with movable nesting which can restrict expansion of a parison top Norikazu part freely free [ in- 
and-out ]. 

[0028] The (a) process made to press and transform parison with the pressure plate of the pair which it had between 
metal mold in case invention according to claim 20 injects parison in the blow molding approach and performs eye a mold 
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clamp. When blowing Ayr into the mold clamp back into parison and expanding parison, The (b) process which opens a 
pressure plate gradually corresponding to expansion of parison, and the (c) process which sticks parison to a metal mold 
inside, carrying out the interior of the pressure plate into metal mold, While cooling parison, blowing in of Ayr into parison 
is stopped, and it becomes the (d) process which picks out a product from metal mold more. 

[0029] Invention according to claim 21 is the Breaux molding die equipped with the pressure plate of the pair for making 
parison press and transform between the metal mold of the pair which can be opened and closed freely free 
t reciprocation ] in the Breaux molding die. 

[0030] In the blow molding approach, before invention according to claim 22 carries out [ mold clamp ] of the time of 
injection molding of parison, or the Breaux molding die The (a) process which sprays Ayr on the predetermined part in the 
inclination which becomes thin meat at the time of shaping to a product and low-temperature-izes the above-mentioned 
predetermined part of parison rather than a perimeter. Blow Ayr into the mold clamp back into parison, parison is made to 
expand, and it becomes the (b) process stuck to a metal mold inside, and the (c) process which stops blowing in of Ayr 
into parison while cooling parison, and picks out a product from metal mold more. 

[0031] The (a) process which sprays high-pressure Ayr on parison from the direction of arbitration, and preforms in the 
configuration near a product configuration before invention according to claim 23 performs the time of injection molding of 
parison, or eye a mold clamp of metal mold in the blow molding approach, It becomes the (b) process which blow Ayr into 
the mold clamp back into parison. and parison is made to expand, and is stuck to a metal mold inside, and the (c) process 
which stops blowing in of Ayr into parison while cooling parison, and picks out a product from metal mold more. 
[0032] Blasting of high-pressure Ayr for invention according to claim 24 preforming parison in invention according to claim 
23 is the blow molding approach of having the process which performs from the inside of parison and is attracted from an 
outside corresponding to the blasting location of high-pressure Ayr. 

[0033] Before invention according to claim 25 performs the time of injection molding of parison, or eye a mold clamp of 
metal mold in the blow molding approach The (a) process which sprays Ayr on the predetermined part in the inclination 
which becomes thin meat at the time of shaping to a product, and low-temperature-izes the above-mentioned 
predetermined part rather than a perimeter, Ayr is blown into the (b) process which sprays high-pressure Ayr on the 
elevated-temperature part of parison, and preforms in the configuration near a product configuration, and the mold clamp 
back into parison. It becomes the (c) process which parison is expanded and is stuck to a metal mold inside, and the (d) 
process which stops blowing in of Ayr into parison while cooling parison, and picks out a product from metal mold more. 
[0034] Invention according to claim 26 is die equipment equipped with the air jet hole which injects Ayr towards parison to 
the core inside [ which injects parison / annular ] an exit hole in the die equipment which carries out injection molding of 
the parison. 

[0035] In invention according to claim 26. the air jet hole of invention according to claim 27 is die equipment which can 
circle horizontally. 

[0036] Invention according to claim 28 is die equipment which can inject sufficient high-pressure Ayr to make an air jet 

hole transform a part of parison, and perform preforming freely in invention according to claim 26 or 27. 

[0037] the high-pressure air jet hole for injecting high-pressure Ayr for invention according to claim 29 producing and 

cheating out of deformation to parison, and performing preforming to the core inside [ which injects parison / annular ] an 

exit hole in the die equipment which carries out injection molding of the parison, — adequate several — ****** — it is die 

equipment 

[0038] Invention according to claim 30 is die equipment equipped with the suction nozzle which attracts parison from an 

outside corresponding to a high-pressure air jet hole in invention of claim 29. 

[0039] 

[Embodiment of the Invention] To the component which does so the function same for explaining the example of an 
operation gestalt of this invention below as the conventional configuration mentioned above, the explanation overlapped 
****** w hich attaches the same sign by carrying out is omitted. In addition, since the metal mold of a pair is symmetrical 
in future explanation, only one metal mold is illustrated as metal mold 5, and another side will be omitted and explained. 
[0040] Now, with reference to drawing 1 , the Ayr nozzle 7 of metal mold 5 which injects high-pressure Ayr into a cavity 3 
in a location is formed suitably. This Ayr nozzle 7 inserts the parison 1 injected from the die (illustration abbreviation) in an 
extruder (illustration abbreviation) in the cavity 3 of metal mold 5. In case blow molding of Ayr is blown and carried out into 
parison 1, when parison 1 expands and the predetermined part of this parison 1 is in the inclination to contact a metal 
mold inside earlier than other parts, It is for injecting high-pressure Ayr to said predetermined part of parison 1 in order to 
delay contact of said predetermined part to a metal mold inside. 

[0041] After injecting parison 1 from the die of an extruder and performing eye a mold clamp by the above-mentioned 
configuration, when Ayr is blown into parison 1 and parison 1 is expanded, the predetermined part of parison 1 is in the 
inclination to contact a metal mold inside (inside of a cavity 3) early rather than other parts. Thus, it will deform so that 
predetermined [ of parison 1 ] partial 1C may become depressed inside, as it is shown in drawing 1 (B), when high- 
pressure Ayr is injected towards said predetermined part of the Ayr nozzle 7 established in metal mold 5 when it was in 
the inclination for ******** of others [ part / predetermined ] to also contact a metal mold inside early to the parison 1, 
and the contact to the inside of metal mold 5 will be overdue. 

[0042] When make a part of parison 1 transform, the ** parisons 1 are made to expand and injection of high-pressure Ayr 
from said Ayr nozzle 7 is stopped after that like ****, parison 1 will be stuck to the inside of metal mold 5. Under the 
present circumstances, partial 1D corresponding to predetermined partial 1C of parison 1 and corner 3C of a cavity 3 etc. 
will contact the inside of a cavity 3 almost instantaneous. 

[0043] Therefore, after predetermined partial 1C of parison 1 contacts the inside of a cavity 3, the inclination which partial 
1D corresponding to corner 3C is extended, and is pressing hard can be controlled, and thick equalization of the parison 1 
whole can be attained. 

[0044] After parison 1 sticks to the inside of metal mold 5 like the above-mentioned, while cooling parison 1 and 
solidifying, blowing in of Ayr into parison 1 can be stopped, and a product can be picked out from metal mold 5 by opening 
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metal mold 5. 

[0045] In addition, as for injection initiation of high-pressure Ayr from the Ayr nozzle 7, reduced pressure, a halt, etc.. it is 
desirable to control in relation to blowingHn initiation of Ayr into parison etc. 

[0046] Like the above-mentioned, it is desirable to face to inject high-pressure Ayr from the Ayr nozzle 7. to form a 
heater 1 1 in the source 9 of high-pressure Ayr or the supply way in high-pressure Ayr. and to make high-pressure Ayr 
into an elevated temperature. 

[0047] If Ayr 13 of elevated-temperature high pressure is injected by parison 1 from the Ayr nozzle 7 like 
predetermined partial 1C of the parison 1 in an expansion process will become an elevated temperature from other parts, 
and viscosity will fall. Therefore, while predetermined partial 1C of parison 1 deforms so that it may become depressed to 
the inside according to an operation of elevated-temperature high-pressure Ayr 13. as shown in drawing 2 , in case the 
whole expands by the Breaux ** which is acting inside parison 1. the thickness of predetermined partial 1C is pressing 
hard rather than other parts, as shown in drawing 2 . 

[0048] If injection of elevated-temperature high-pressure Ayr 13 is stopped after controlling predetermined partial 1C of 
parison 1 to closing in beforehand rather than other parts like ****, since the predetermined partial 1C concerned is 
closing in, a hollow will be canceled quickly and it will contact the inside of metal mold 5. Under the present circumstances, 
since predetermined partial 1C is pressing hard beforehand even if it is in the inclination which is pressing hard gradually, 
when predetermined partial 1C contacts the inside of metal mold 5 first, contact of partial ID corresponding to corner 3C 
of a cavity 3 is overdue and the corner corresponding point ID concerned expands, thick equalization overall as a result 
can be attained. 

[0049] When the Ayr nozzle 7 for injecting high-pressure Ayr was formed into the cavity 3 of metal mold 5 like the above- 
mentioned at metal mold 5 and parison 1 sticks to the inside of a cavity 3, resin may enter in said Ayr nozzle 7, and it may 
become weld flash. Then, it is desirable to prepare the bulb which can be freely opened and closed to the Ayr nozzle 7. 
[0050] When the Ayr nozzle 7 is closed to the Ayr nozzle 7 of metal mold 5 with reference to drawing 3 , the bulb 1 5 which 
becomes in flat-tapped with the inside of a cavity 3 is formed. Rod section 15R is prepared in this bulb 15 at one, a coil 
spring etc. solves between the spring seat 17 attached in the point of this rod section 15R, and the spring seat 19 
prepared in the Ayr nozzle 7, the elastic member 21 is attached elastically to it, and it has energized in the direction in 
which a bulb 15 closes the Ayr nozzle 7. In addition, the covering device material 23 is formed in the outside of the Ayr 
nozzle 7, and Ayr feed-holes 23H are prepared in this covering device material 23. 

[0051] In the above-mentioned configuration, if high-pressure Ayr is supplied into the Ayr feed-holes 23 Ayr nozzle 7 from 
H. the energization force of an elastic member 21 will be resisted, a bulb 15 will be moved by the pressure in the Ayr 
nozzle 7, and the Ayr nozzle 7 will be opened with it. Therefore, high-pressure Ayr is injected in a cavity 3 from the Ayr 
nozzle 7. 

[0052] If supply of high-pressure Ayr to said Ayr nozzle 7 is suspended, since a bulb 15 will close the Ayr nozzle 7 
according to an operation of an elastic member 21, when parison 1 contacts the inside of the cavity 3 of metal mold 5, it 
can prevent that resin enters into the Ayr nozzle 7. It seems that namely, some resin enters into the Ayr nozzle 7, and 
weld flash is not generated. 

[0053] The configuration shown in drawing 4 is a configuration which formed the proper actuator 25 like a pneumatic 
cylinder, and connected rod 25which can be reciprocated R in this actuator 25, and said bulb 15 as a configuration which 
opens and closes a bulb 15. In this configuration, closing motion of the Ayr nozzle 7 is controllable by controlling actuation 
of an actuator 25. 

[0054] In addition, closing motion of the Ayr nozzle 7 is performed in relation to supply of high-pressure Ayr from Ayr 
feed-holes 23H established in metal mold 5, and a halt. Also in the above-mentioned configuration, an enter lump of the 
resin to the Ayr nozzle 7 can be prevented, and generating of weld flash can be prevented. 

[0055] The configuration shown in drawing 5 is a configuration of having formed the suction hole 27 which attracts Ayr in a 
cavity 3 to metal mold 5. The above-mentioned suction hole 27 is formed corresponding to the part which tends to be in 
contact of the parison [ as opposed to / attract the part in the inclination which is in the contact to the inside of a cavity 
3 like corner corresponding point ID, function that expansion of the part concerned should be promoted, and / like / 
corner 3C of a cavity 3 / the inside of a cavity 3 ] 1 of parison 1. 

[0056] In the above-mentioned configuration, while injecting high-pressure Ayr towards parison 1 from the Ayr nozzle 7 
and making predetermined partial 1C of parison 1 produce the hollow to the inside, promotion promotion of the expansion 
of the part in the inclination which is in contact of the parison 1 to the inside of a cavity 3, for example, corner 
corresponding point 1D, is carried out by attracting Ayr in a cavity 3 from the suction hole 27. 

[0057] Namely, make it deform into the part in the inclination for contact of the parison 1 to the inside of a cavity 3 to 
become early so that the hollow to inboard may be generated, and contact is delayed. Since it is made to deform into the 
part in the inclination which is in contact of the parison 1 to the inside of a cavity 3 so that the lobe to the direction of 
outside may arise by suction and contact is brought forward When making parison 1 expand and making a cavity inside 
contact by the Breaux **. after stopping injection of high-pressure Ayr, and suction of Ayr from the suction hole 27. To 
the inside of a cavity 3, each part of parison 1 will contact almost instantaneous, and can attain thick equalization in 
parison 1. 

[0058] In addition, since some resin may enter also to the suction hole 27 and weld flash may be generated, it is desirable 
to form a bulb 15 also in the suction hole 27, and to consider as the configuration which opens and closes the suction hole 
27. In this case, the configuration shown in drawing 4 can be adopted, and the suction hole 27 can be opened and closed. 
[0059] The configuration shown in drawing 6 is a configuration of having formed the coat 29 of the small matter of contact 
resistance with parison 1 in the inside of the cavity 3 in metal mold 5 for example, by Teflon processing etc. 
[0060] If Ayr is blown into parison 1 and you make it expand after injecting parison 1 and performing eye a mold clamp by 
the above-mentioned configuration, predetermined partial 1C of parison 1 will contact a cavity inside earlier than other 
parts, i.e., corner corresponding point 1D. 

[0061] If parison 1 is further expanded after predetermined partial 1C of parison 1 contacts the inside of a cavity 3 like 



http://www4jpdl.ncipi.gojp/cgi-bin/tran_web_cgi_ejje 



2005/10/17 



• JP.09-070876.A [DETAILED DESCRIPTION] 



5/11 s<— is 



corner corresponding point 1D will expand in the direction of corner 3C of a cavity 3 (the direction of arrow-head A). 
Under the present circumstances, although a part of both-sides section of corner corresponding point ID of parison 1 
touches the inside of a cavity 3, by existence of a coat 29, since contact resistance is small, it moves in the direction of 
arrow-head B corresponding to expansion of corner corresponding point 1D, and controls that corner corresponding point 
ID is pressing hard. 

[0062] Therefore, according to said configuration, overall thick equalization of mold goods can be attained. That is, in blow 
molding, when the predetermined part of parison 1 is in the inclination to contact a metal mold inside earlier than other 
parts, after the above-mentioned predetermined part contacts a metal mold inside, thick equalization of mold goods can be 
attained by moving a part of predetermined part concerned in the direction of other parts corresponding to expansion of 
other parts. 

[0063] The configuration shown in drawing 7 is a configuration of having formed the sheet member 31 for moving a part of 
predetermined partial 1C to other parts, after predetermined partial 1C of parison 1 contacts the inside of metal mold 5. 
[0064] The above-mentioned sheet member 31 becomes a detail from an elastic member elastic like rubber etc. more, and 
the center section is attached in the inside of metal mold 5 with the proper fastener 33. A wire etc. solves to the both 
ends of the above-mentioned sheet member 31. and adequate several connection of the proper string-like part material 35 
has been carried out to them. 

[0065] Each above-mentioned string-like part material 35 makes the operation which pulls and lengthens said sheet 
member 31, and has connected it with a projection and the take-up motion 39A and 39B suitably formed in the location 
outside from the through tube 37 drilled in metal mold 5. These take-up motion 39A and 39B is configurations which are 
equipped with the drum which rotates with a servo motor etc., and roll round said string-like part material 35 to this drum. 
[0066] In the above-mentioned configuration, if the take-up motion 39A and 39B on either side is driven suitably and the 
entrainment of the string-like part material 35 is started when parison 1 expands by the entrainment of Ayr into parison 1 
and predetermined partial 1C of parison 1 contacts the sheet member 31 almost extensively, the both ends of the sheet 
member 31 will be pulled and the sheet member 31 will be elongated gradually. 

[0067] If the sheet member 31 is elongated like ****, the part in contact with the sheet member 31 of parison 1 will be 
extended according to elongation of the sheet member 31, a part will be moved to the corner corresponding point 1D side, 
and the above-mentioned corner corresponding point 1D will control that it is pressing hard. 

[0068] That is, according to the above-mentioned configuration, it is the thick thing as the whole which can attain 
equalization mostly. 

[0069] By the way, in the configuration shown in drawing 7 , although illustrated with the configuration which formed 
separately take-up motion 39A and 39B, it is also possible to consider as the configuration which sets take-up motion to 
one and rolls round the string-like part material 35 on either side to coincidence. 

[0070] The configuration shown in drawing 8 is a configuration of having formed the sheet member 41 of heat shrink 
nature in the both-ends edge of the sheet member 31 which replaces with the string-like part material 35 shown in 
drawing 7 , for example, consists of silicone rubber, Viton rubber, etc. As this sheet member 41, although based also on the 
quality of the material of parison 1, the polyethylene of heat shrink nature can be used, for example. 
[0071] In the above-mentioned configuration, since the sheet member 41 of heat shrink nature will contract while the 
sheet member 31 is heated by heat conduction and carrying out heat expansion if predetermined partial 1C of parison 1 
contacts the sheet member 31 by expansion of parison 1, a part of part in contact with the sheet member 31 of parison 1 
is moved to the corner corresponding point 1D side, and it controls that corner corresponding point 1D is pressing hard. 
[0072] The configuration shown in drawing 9 is a configuration of having replaced with the string-like part material 35 
grade shown in drawing 7 , and having formed the bimetal 43 of a configuration in the rear face of the sheet member 31 
suitably. That is, it is the configuration which connected the end side of the above-mentioned bimetal 43 with the sheet 
member 31, and fixed the other end side to the inside of a cavity 3. 

[0073] In this configuration, the sheet member 31 is contacted at the time of expansion of parison 1, bimetal 43 is heated 
by heat conduction, and in case heat deformation is carried out, the edge of the sheet member 31 is pulled and extended. 
Therefore, the part in contact with the sheet member 31 of parison 1 will be extended, and it will move in the direction of 
an arrow head, and can control that corner corresponding point 1D of parison 1 is pressing hard. 

[0074] In case the configuration shown in drawing 10 injects parison 1 from the die 45 in an extruder and performs eye a 
mold clamp, it is a configuration which intervenes lubricating film 47 between metal mold 5 and parison 1. 
[0075] Said lubricating film 47 comes to carry out the laminating of the elastic tapes (film), such as metal mold 5 and the 
tape member 49 of the small quality of the material of contact resistance with both of parison 1, for example, a Teflon 
tape etc., suitably, and the both ends are connected with the proper fixed parts 51, such as metal mold equipment. 
[0076] More, the tape member 49 is shifted slightly and they are a bilateral symmetry form and the mode which carried out 
the laminating stair-like so that a metal mold 5 side may become convex at it, if it puts in another way in a detail so that 
the side face corresponding to parison 1 may become a concave as said lubricating film 47 is shown at drawing 1 1 . 
[0077] If more than solves and parison 1 is injected from the die 45 of an extruder in a configuration, parison 1 will contact 
the lubricating film 47 (one side is an illustration abbreviation) located in the position of symmetry of both sides, and as 
shown in drawing 1 1 (B), the cross-section configuration of parison 1 will turn into elliptical. Then, if eye a mold clamp is 
performed, lubricating film 47 will be pinched between metal mold 5 and parison 1. In addition, outermost tape member 49A 
is pinched by the metal mold 5 of a pair. 

[0078] If Ayr is blown into parison 1 and parison 1 is made to expand after performing eye a mold clamp like the above- 
mentioned, slipping is produced between parison 1 and the tape member 49 of lubricating film 47, and between the cavity 
inside of metal mold 5, and the tape member 49, in the condition of having intervened lubricating film 47 between parison 1 
and the cavity inside of metal mold 5, it will be in an adhesion condition and preforming will be carried out 
[0079] Preforming which attains overall thick equalization of parison 1 so that it intervenes the small lubricating film 47 of 
contact resistance between parison 1 and a cavity inside like ****, and parison 1 may contact a cavity inside and may not 
suspend migration, since it prevents that parison 1 contacts a cavity inside directly can be performed. 
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[0080] In addition, after performing preforming like the above-mentioned, finish is fabricated in another process. 
[0081] The configuration shown in drawing 12 is a configuration which has arranged the pinch members 53U and 53L in the 
location of the upper part of metal mold (illustration abbreviation), and a lower part. Before the above-mentioned pinch 
members 53U and 53L inject parison 1 from the die 45 of an extruder and perform eye a mold clamp, they insert parison 1 
from a direction suitably, and they preform it so that parison 1 may be approximated with the configuration of mold goods. 
[0082] In addition, the entrapment of Ayr at the time of preforming can be easily performed by closing pinch member 53L 
in the condition of having put in the blow pin 55 prepared corresponding to 53 Ns of notches formed in lower pinch 
member 53L, for example in parison 1, and blowing Ayr from said blow pin 55. 

[0083] Moreover, it is also possible to consider the member which forms a notch (illustration abbreviation) in upper pinch 
member 53U. for example, and is equivalent to the blow pin 55 from a die 45 as the configuration which blows Ayr from a 
projection and this member. 

[0084] In the above-mentioned configuration, before injecting parison 1 from the die 45 of an extruder and performing eye 
a mold clamp of metal mold ( drawing 12 illustration abbreviation), parison 1 is inserted by each pinch members 53U and 
53L arranged on vertical both sides of metal mold, and preforming is performed so that the configuration of mold goods 
may be resembled. After preforming performs eye a mold clamp like the usual blow molding, blows Ayr into parison 1 and 
performs blow molding. 

[0085] the time of performing eye a mold clamp and performing blow molding, since preforming of parison 1 is performed in 
the above-mentioned configuration so that mold goods may be resembled before performing eye a mold clamp — the 
parison 1 whole — a metal mold inside (cavity inside) — a profile — since it becomes the mode which contacts 
instantaneous and the part by which the time difference at the time of contact is small, and parison 1 is extended 
becomes small, it is easy to obtain the mold goods of overall almost uniform thick distribution. 

[0086] The configuration shown in drawing 13 is a configuration which equipped the opposed face of metal mold 5 with the 
movable nesting 57 which can pinch the flank of parison 1 freely. More, to a mold clamp front, the above-mentioned 
movable nesting 57 pinches the flank of parison 1, performs preforming, and has prepared it in the detail free [ in-and- 
out ] to crevice 5C formed in the opposed face of metal mold 5. In order to go said movable nesting 57 in and out, metal 
mold 5 is equipped with the actuator 59 like a pneumatic cylinder, and it has connected with rod 59R which was connected 
with this actuator 59 and which can be reciprocated in one. 

[0087] In the above-mentioned configuration, before injecting parison 1 from the die of an extruder and performing eye a 
mold clamp of metal mold 5, an actuator 59 is operated, the movable nesting 57 is extruded from crevice 5C of metal mold 
5, and preforming is performed so that the flank of parison 1 may be pinched and the. configuration of mold goods may be 
resembled. 

[0088] In addition, this metal mold 5 can perform preforming of parison 1 more effectively by using it combining the 
configuration shown in above-mentioned drawing 12 . 

[0089] That is, while pinching the vertical section of parison 1 by the up-and-down pinch members 53U and 53L in the 
vertical section of metal mold 5 and performing preforming, by pinching the both-sides section of parison 1 and performing 
preforming by the movable nesting 57, parison 1 is approximated with the configuration of mold goods, and preforming can 
be performed. 

[0090] Therefore, it becomes the mode in which contact of the parison 1 whole to a metal mold inside is performed almost 
instantaneous, and is easier to obtain the mold goods of overall almost uniform thick distribution by performing eye a mold 
clamp and performing blow molding after preforming like ****. 

[0091] The configuration shown in drawing 14 is a configuration of having prepared crevice 5D in the pars basilaris ossis 
occipitalis of the cavity 3 in metal mold 5, and having formed the movable nesting 61 which can go freely in and out to this 
crevice 5D. More, in a detail, the above-mentioned movable nesting 61 is preformed so that expansion of a part of parison 
1 may be restricted and the configuration of parison 1 may be approximated to a metal mold configuration, i.e., the 
configuration of a cavity 3. 

[0092] In order to carry out drive control of the in-and-out of the movable nesting 61 to said crevice 5D of metal mold 5, 
a pneumatic cylinder etc. solves to metal mold 5 as an example of a drive control device, it has equipped with the proper 
actuator 63, and rod 63R which was connected with this actuator 63 and which can be reciprocated is connected with the 
movable nesting 61. 

[0093] In case more than solves, parison 1 is injected in a configuration and eye a mold clamp is performed, an actuator 63 
will be operated, and preforming of parison 1 will be performed so that the above-mentioned movable nesting 61 may 
contact a part of parison 1, may give deformation to a part of parison 1 and may resemble a metal mold configuration 
(configuration of a cavity 3) by what the movable nesting 61 can be projected beforehand and closed for from crevice 5D 
of metal mold 5. 

[0094] After making the movable nesting 61 contact parison 1 and performing preforming like while performing eye a 

mold clamp, Ayr is blown into parison 1 and blow molding is performed. Under the present circumstances, an actuator 63 is 
controlled suitably and the movable nesting 61 is gradually absorbed in crevice 5D corresponding to expansion of the 
parison 1 which expands by the Breaux **. 

[0095] In addition, what is necessary is just to prepare the configuration and the number of the movable nesting 61 
suitably according to the configuration (configuration of a cavity 3) of mold goods. Moreover, as for the contact surface 
where said movable nesting 61 contacts parison 1, it is desirable to perform Teflon processing etc. so that contact 
resistance may become small. 

[0096] Since it preforms so that expansion of a part of parison 1 may be restricted and the configuration of parison 1 may 
resemble a product configuration (configuration of a cavity 3) before according to said configuration performing eye a mold 
clamp and performing blow molding, contact of the parison 1 to a metal mold inside serves as a mode in which the whole is 
performed almost instantaneous, and it is easy to obtain thick mold goods uniform on the whole. 
[0097] The configuration of drawing 15 is a configuration equipped with the pressure plate 65 of the pair for making 
parison 1 press and transform from the side between the metal mold 5 of a pair free [ reciprocation ]. More, in a detail, 
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while carrying out press deformation of the parison 1. said pressure plate 65 is preformed so that the contact part of 
parison 1 and a pressure plate 65 may become thick and a non-contact part may be pressing hard. 

[0098] In order to carry out drive control of the both-way actuation of the above-mentioned pressure plate 65, the proper 
actuator 67 like a pneumatic cylinder is formed, and rod 67R with which this actuator 67 was equipped and which can be 
reciprocated is connected with said pressure plate 65. In addition, while having formed engagement crevice 5E to which 
said rod 67R engages with metal mold 5 at the mold clamp time, engagement step 5F with which said pressure plate 65 
can engage freely are formed in the inside. 

[0099] If the actuator 67 on either side is moved so that it may operate and the pressure plate 65 on either side may 
approach mutually in case more than solves, parison 1 is injected in a configuration and eye a mold clamp is performed, 
parison 1 will be pressed from right and left by the pressure plate 65 on either side, and it will deform so that a cross- 
section configuration may carry out an ellipse configuration a degree. 

[0100] If it presses down, and a plate 65 contacts parison 1 and presses like ****, since the contact part with the 
pressure plate 65 of parison 1 will maintain the thickness at the time of contact, without moving by contact resistance, it 
is in the inclination for radii-like non-contact partial 1E to be pressing hard. 

[0101] That is. while preforming is carried out so that a cross-section configuration may turn into a non-circle 
configuration by being pressed by the pressure plate 65 on either side, preforming of the parison 1 is carried out so that a 
thick part and a closing-in part may arise in parison 1. 

[0102] If eye a mold clamp is performed after making parison 1 press and transform with the pressure plate 65 on either 
side and performing preforming like *♦**, closing-in partial 1E of the shape of radii of parison 1 will contact the inside of a 
cavity 3 at an early stage, and the thickness of the partial 1E concerned will be maintained by the thickness at the time of 
contact. 

[0103] Then, if the pressure plate 65 on either side is mutually moved to a longitudinal direction so that it may open 
gradually corresponding to expansion of the parison 1 by the Breaux ** Since it becomes the mode which produces 
slipping relative between parison 1 and the pressure plate 65 on either side, it becomes the mode to which the one section 
of resin is moved from a contact part with a pressure plate 65 and it is gradually stuck to parison 1 by the inside of a 
cavity 3 The thickness restricted to the adhesion part to the inside of the cavity 3 of parison 1 becomes homogeneity 
mostly. 

[0104] In addition, the pressure plate 65 on either side engages with engagement step 5F, and the inside of a pressure 
plate 65 becomes flat-tapped so that the inside of a cavity 3 may be followed. 

[0105] While pressing parison 1 beforehand and preforming with the pressure plate 65 on either side in the shape of an 
anomaly (configuration approximated to mold goods) according to the configuration by more than solving Since it preforms 
so that the thick part which is extended at the time of blow molding and is pressing hard gradually, and the closing-in part 
which contacts a metal mold inside at an early stage, and does not change thickness after that may arise, it is easy to 
carry out blow molding of the product so that thickness may become homogeneity mostly on the whole as a result. 
[0106] The configuration shown in drawing 16 is a configuration of having formed the air jet hole 73 which injects low- 
temperature Ayr towards parison 1 to the annular inside mandrel or annular inside core 71 of an exit hole 69 which injects 
parison 1 in a die 45. 

[0107] Before the above-mentioned air jet hole 73 performs eye a mold clamp and performs blow molding, it is for spraying 
Ayr on the predetermined part in the inclination which is pressing hard at the time of the blow molding of parison 1, and 
low-temperature-izing the above-mentioned predetermined part rather than other surrounding parts. Although it is also 
possible to prepare more than one so that Ayr may be injected in the direction of the outside of radiation, as for the 
above-mentioned air jet hole 73, it is desirable to form the adequate several air jet hole 73 horizontally possible 
[ revolution ], and to consider as the configuration which can inject Ayr in the various directions of the outside of 
radiation. 

[0108] more than — the time — a configuration — setting — the time of injection molding of a die 45 to the parison 1 — 
or if Ayr is injected from an air jet hole 73 to the predetermined part in the inclination which is pressing hard at the time of 
the blow molding of parison 1 before performing eye a mold clamp, the above-mentioned predetermined partial 1 F will 
become low temperature from other surrounding parts. Said elongation of predetermined partial 1F will be controlled at the 
time of expansion of parison 1, and even if they are a part in the inclination for said predetermined partial 1F to be 
pressing hard, they have it controlled from other surrounding parts, since said predetermined partial 1 F are low 
temperature when performing eye a mold clamp (metal mold is omitted to drawing 16 ), blowing Ayr into parison 1 and 
performing blow molding after that that it is pressing hard. 

[0109] Therefore, on the whole as mold goods, thickness becomes homogeneity mostly. 

[0110] That is, in said configuration, since it differs in the whole parison 1 temperature distribution, ununiformity-ization of 
the elongation in the expansion process of the parison 1 at the time of blow molding is attained and thick distribution is 
controlled by making predetermined partial 1F in parison 1 into low temperature from other surrounding parts, mold goods 
with thickness almost uniform final as a whole can be obtained. 

[0111] The configuration shown in drawing 1 7 is a configuration of having formed the air jet hole 75 which replaces with 
the nozzle 73 which injects low-temperature Ayr, and injects high-pressure Ayr. This air jet hole 75 is for performing 
preforming so that high-pressure Ayr may be injected to parison 1. deformation may be beforehand given to parison 1 and 
parison 1 may be approximated to a mold-goods configuration. 

[01 12] If high-pressure Ayr is injected towards the request part of parison 1 from an air jet hole 75 before more than 
solving and performing the time of injection molding of the parison 1 from a die 45, or eye a mold clamp of metal mold 
(illustration abbreviation) in a configuration, the request part of parison 1 will project in the direction of outside, and will be 
deformed into it, and preforming will be carried out so that mold goods may be resembled. After performing preforming of 
parison 1 like ****, eye a mold clamp is performed and blow molding is performed. 

[0113] That is, in the above-mentioned configuration, high-pressure Ayr is injected from an air jet hole 75 to the request 
part of parison 1, and deformation is given to parison 1, and since eye a mold clamp is performed and blow molding is 
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performed after performing preforming so that mold goods may be resembled, it is easy to obtain mold goods with 
thickness almost uniform as a whole. 

[01 14] The configuration shown in drawing 1 8 is a configuration of having formed the suction nozzle 77 which attracts 
parison 1 from an outside corresponding to an air jet hole 75. 

[0115] In this configuration, while being able to perform preforming of parison 1 effectively since the suction nozzle 77 
draws in corresponding to the above-mentioned air jet hole 75 when giving deformation so that high-pressure Ayr may be 
injected from an air jet hole 75 and it may project in parison 1 as mentioned above, the configuration precision of 
preforming can be improved more. 

[0116] By the way, although it is also possible to form the air jet hole 73 which injects low-temperature Ayr. and the air jet 
hole 75 which injects high-pressure Ayr according to an individual, since the number of air jet holes increases in this case, 
it can carry out by switching injection of low-temperature Ayr, and injection of high-pressure Ayr as at least one air jet 
hole 75 is by connecting the source of low-temperature Ayr, and the source of high-pressure Ayr switchable, for example 
to an air jet hole 73. 

[0117] That is. as shown in drawing 19 , after injecting low-temperature Ayr to predetermined partial 1F of parison 1 and 
low-temperature-izing from an air jet hole 73 locally to them, high-pressure Ayr can be injected for connection of an air 
jet hole 73 to request partial 1G of a change and parison 1 in the source of high-pressure Ayr. and deformation can be 
given. 

[0118] Therefore, before performing the time of injection molding of the parison 1 from a die 45, or eye a mold clamp of 
metal mold, after injecting low-temperature Ayr to predetermined partial 1F in the inclination which is pressing hard at the 
time of shaping and making the above-mentioned predetermined partial 1F into low temperature rather than a surrounding 
part deformation can be beforehand given so that high-pressure Ayr may be injected to request partial 1G of parison 1 
and the configuration of mold goods may be resembled. 

[01 19] After making predetermined partial 1F of parison 1 into low temperature from a surrounding part and performing 
preforming of request partial 1G like ****, mold goods can be obtained by performing eye a mold clamp and performing 
blow molding. 

[0120] Under the present circumstances, since parison 1 performs blow molding after it makes it into low temperature 
locally beforehand and it performs preforming, it tends to obtain mold goods with thickness almost uniform on the whole as 
mold goods. 
[0121] 

[Effect of the Invention] So that more than may solve and I may be understood from explanation invention according to 
claim 1 The (a) process which blows Ayr into parison and expands parison after injecting parison and performing eye a 
mold clamp in the blow molding approach, When it is in the inclination for parison to expand and for the predetermined part 
of the parison concerned to contact a metal mold inside earlier than other parts. High-pressure Ayr is injected to said 
predetermined part from the Ayr nozzle prepared in metal mold. The (b) process which delays contact of said 
predetermined part to a metal mold inside, and the (c) process which injection of said high-pressure Ayr is stopped 
[ process ] and sticks parison to the inside of metal mold, Since it becomes the (d) process which stops blowing in of Ayr 
into parison and picks out a product from metal mold more while cooling parison, contact of the parison to the inside of 
metal mold A predetermined part controls contacting at an early stage rather than other parts, it is controllable so that 
parison may contact a metal mold inside overall almost instantaneous, and overall thick equalization of mold goods can be 
attained. 

[0122] The (a) process which blows Ayr into parison and expands parison after invention according to claim 2 injecting 
parison in the blow molding approach and performing eye a mold clamp. When it is in the inclination for parison to expand 
and for the predetermined part of the parison concerned to contact a metal mold inside earlier than other parts, High- 
pressure Ayr is iqjected to said predetermined part from the Ayr nozzle prepared in metal mold, the (b) process which 
delays contact of said predetermined part to a metal mold inside, and parison — said — others — Ayr in [ the suction 
hole prepared in metal mold corresponding to the part to ] metal mold — drawing in — said — others — with the (c) 
process which promotes expansion of a part The (d) process which injection of high-pressure Ayr from said Ayr nozzle 
and suction of Ayr from said suction hole are stopped [ process ], and sticks parison to the inside of metal mold, While 
cooling parison, blowing in of Ayr into parison is stopped, and it becomes the (e) process which picks out a product from 
metal mold more. 

[0123] Therefore, since promotion promotion of the expansion of the part which the predetermined part of parison has in 
the inclination to control contacting a metal mold inside at an early stage, and to contact later than a metal mold inside 
rather than other parts is carried out, it is controllable so that the whole parison may contact a metal mold inside almost 
instantaneous, and overall thick equalization can be attained. 

[0124] It can closing-in-ize thickness for the variant part concerned rather than other parts, and is the thick thing of the 
final whole mold goods which can attain equalization mostly while it injects high-pressure Ayr and gives deformation to 
parison, since high-pressure Ayr which injects invention according to claim 3 from the Ayr nozzle in invention according to 
claim 1 or 2 is an elevated temperature. 

[0125] In the metal mold used for the blow molding approach which invention according to claim 4 inserts the parison 
injected from the die in an extruder in the metal mold of a pair, and blows Ayr into the above-mentioned parison, and 
fabricates a product When it is in the inclination for parison to expand and for the predetermined part of the parison 
concerned to contact a metal mold inside earlier than other parts. Since the Ayr nozzle for injecting high-pressure Ayr to 
said predetermined part is prepared in order to delay contact of said predetermined part to a metal mold inside Rather 
than other parts, the predetermined part of parison can control contacting a metal mold inside at an early stage, and can 
attain overall thick equalization of final mold goods. 

[0126] invention according to claim 5 — invention according to claim 4 — setting — Ayr near [ other ] the part of parison 
— drawing in — being concerned — others — since it has the suction hole for promoting expansion of a part, it is 
controllable so that the whole parison may contact almost instantaneous to a metal mold inside, and thick equalization of 
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final mold goods can be attained. 

[0127] In invention according to claim 4 or 5, since invention according to claim 6 equips the Ayr nozzle with the bulb 
which can open and close the Ayr jet hole concerned freely, it can prevent resin entering to the Ayr nozzle and producing 
weld flash. 

[0128] The (a) process which blows Ayr into parison and expands parison after invention according to claim 7 injecting 
parison in the blow molding approach and performing eye a mold clamp, -When parison expands and the predetermined part 
of the parison concerned contacts a metal mold inside earlier than other parts. The (b) process which is made to move a 
part of predetermined part concerned in the direction of other parts, and attains thick equalization of parison. The (c) 
process which stops blowing in of Ayr into parison while cooling parison after parison sticks to a metal mold inside, and 
takes out a product from the inside of metal mold. Since it becomes more, it can control becoming thicker than the part to 
which the part which contacted at an early stage contacted the metal mold inside of parison behind time, and thick 
equalization as the whole can be attained. 

[0129] Since invention according to claim 8 comes to cover a part or the whole of a metal mold inside with the small 
matter of contact resistance with parison in the metal mold for blow molding, it can prevent the inclination for the part 
which moves the part which contacted at an early stage to the metal mold inside to the side which contacts behind time, 
and is overdue and contacts to be pressing hard, and can attain thick equalization as the whole. 

[0130] When invention according to claim 9 has the predetermined part of parison which expands by blowing in of Ayr in 
the inclination to contact a metal mold inside earlier than other parts, in the metal mold for blow molding, Since the metal 
mold inside is equipped with the sheet member for moving a part of predetermined part concerned in the direction of other 
parts after a predetermined part contacts a metal mold inside, a part of predetermined part of parison is moved in the 
direction of other parts. It can prevent that other parts are pressing hard, and the whole thick equalization can be attained. 

[0131] In invention according to claim 9. a sheet member consists of an elastic member, and since invention according to 
claim 10 is equipped with the driving source for extending the elastic member concerned, it can move a part of 
predetermined part of parison to other parts side certainly at the time of blow molding, and can attain thick equalization of 
the whole mold goods. 

[0132] In invention according to claim 10, since invention according to claim 11 is the configuration equipped with the 
contraction sheet which will be contracted if a sheet member applies heat to the both sides of the expansion sheet which 
carries out heat expansion at the time of contact to parison, it can move the one section of the resin by the side of other 
parts from the predetermined part side of parison at the time of blow molding, and can attain thick equalization as 
[ whole ] mold goods. 

[0133] In case invention according to claim 12 injects parison in the blow molding approach and performs eye a mold 
clamp, between metal mold and parison When blowing Ayr the (a) process which pinches a symmetry form and the 
lubricating film which carried out the laminating stair-like for a film-like elastic body, and into parison and expanding 
parison. It becomes the (d) process which performs finishing shaping at another process more about the (b) process which 
extends lubricating film according to expansion of parison, and attains thick equalization of parison, the (c) process which 
performs preforming in the condition of having intervened lubricating film between parison and a metal mold inside, and the 
haltHinished products after preforming. 

[0134] Therefore, some resin of the part to which the contact resistance between parison and a metal mold inside was 
small, and contacted at an early stage by mediation of lubricating film at the time of the blow molding of parison can be 
moved to other parts side, and it can control that other parts are pressing hard. That is, thick equalization as the whole 
mold goods can be attained. 

[0135] The (a) process which performs preforming by inserting the above-mentioned parison by the pinch member 
arranged on vertical both sides of metal mold before invention according to claim 13 injecting parison in the blow molding 
approach and performing eye a mold clamp. It becomes the (b) process which blows Ayr into the mold clamp back into 
parison, and expands parison, and the (c) process which stops blowing in of Ayr into parison while sticking parison to a 
metal mold inside and cooling, and picks out a product from metal mold more. 

[0136] That is, since preforming of the configuration of parison is carried out so that mold goods may be resembled before 
performing eye a mold clamp, in case blow molding is performed to the mold clamp back, overall thick equalization will be 
attained beforehand, blow molding will be performed, and thick equalization of the whole mold goods can be attained. 
[0137] In invention according to claim 13, since invention according to claim 14 has the process which pinches the flank of 
parison and performs preforming to a mold clamp front by movable nesting with which metal mold was equipped, it can be 
preformed so that parison may be approximated with mold goods, and can attain overall thick equalization as mold goods. 
[0138] In the metal mold for blow molding, since it has invention according to claim 15 for the pinch member which pinches 
parison and performs preforming to the upper-and-lower-sides side of metal mold, enabling free closing motion, it can be 
preformed so that parison may be pinched and mold goods may be resembled by the pinch member, it can control thick 
ununiformity-ization at the time of blow molding, and can attain thick equalization as the whole. 

[0139] In invention according to claim 15, since it is equipped with movable nesting for pinching the flank of parison to the 
opposed face of metal mold, and performing preforming to it, invention according to claim 16 pinches the flank of parison 
by movable nesting, it can be preformed so that parison may be approximated to mold goods, can control thick 
ununiformity-ization at the time of blow molding, and can attain thick equalization as the whole. 

[0140] In the blow molding approach, invention according to claim 17 injects parison, and performs eye a mold clamp. The 
(a) process which performs preforming so that expansion of a part of parison may be restricted and it may bring close to a 
metal mold configuration by movable nesting with which metal mold was equipped free [ in-and-out ], in case Ayr is blown 
into parison and parison is expanded, It becomes the (b) process which movable nesting is absorbed [ process ] in metal 
mold and sticks parison to a metal mold inside, and the (c) process which stops blowing in of Ayr into parison while cooling 
parison, and picks out a product from metal mold more. 

[0141] That is, since it preforms so that parison may be approximated to mold goods in advance of blow molding, at the 
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time of blow molding, it can control that thickness ununiformity-izes and thick equalization of the mold goods as the whole 
can be attained. 

[0142] Since it continues from the mold clamp process of metal mold and preforming of the parison by movable nesting 
which equipped metal mold with invention according to claim 18 free [ in-and-out ] in invention according to claim 17 is 
performed, it can perform preforming of parison more correctly and certainly, can control thick ununiformity-ization at the 
time of blow molding more effectively, and can attain overall thick equalization of mold goods easily. 
[0143] While invention according to claim 19 contacts a part of parison and is equipped with movable nesting which can 
restrict expansion of a parison top Norikazu part freely free [ in-and-out ] in the Breaux molding die Since it has the drive 
control unit for carrying out drive control of the in-and-out of the movable nesting concerned, in case eye a mold clamp is 
performed, preforming of parison can be performed, and it can control that thickness ununiformity-izes at the time of blow 
molding, and mold goods with thickness almost uniform as a whole can be obtained. 

[0144] The (a) process made to press and transform parison with the pressure plate of the pair which it had between 
metal mold in case invention according to claim 20 injects parison in the blow molding approach and performs eye a mold 
clamp, When blowing Ayr into the mold clamp back into parison and expanding parison, The (b) process which opens a 
pressure plate gradually corresponding to expansion of parison, and the (c) process which sticks parison to a metal mold 
inside, carrying out the interior of the pressure plate into metal mold, While cooling parison, blowing in of Ayr into parison 
is stopped, and it becomes the (d) process which picks out a product from metal mold more. 

[0145] Therefore, since thick distribution can be made to differ beforehand in the contact part and non-contact part with 
a pressure plate of parison and a pressure plate can be opened corresponding to expansion of parison at the time of blow 
molding while being able to give deformation to parison and being able to perform preforming with a pressure plate, thick 
ununiformity-ization at the time of blow molding can be controlled, and thick equalization as the whole can be attained. 
[0146] Invention according to claim 21 is set to the Breaux molding die. Between the metal mold of the pair which can be 
opened and closed freely Since it has the pressure plate of the pair for making parison press and transform free 
[ reciprocation ], while being able to press parison and being able to perform preforming The contact part of parison and a 
pressure plate can be made to be able to differ in thickness beforehand from a non-contact part, thick ununiformity- 
ization at the time of blow molding can be controlled, and thick equalization as the whole can be attained. 
[0147] In the blow molding approach, before invention according to claim 22 carries out [ mold clamp ] of the time of 
injection molding of parison, or the Breaux molding die The (a) process which sprays Ayr on the predetermined part in the 
inclination which becomes thin meat at the time of shaping to a product, and low-temperature-izes the above-mentioned 
predetermined part of parison rather than a perimeter. Blow Ayr into the mold clamp back into parison, parison is made to 
expand, and it becomes the (b) process stuck to a metal mold inside, and the (c) process which stops blowing in of Ayr 
into parison while cooling parison, and picks out a product from metal mold more. 

[0148] Therefore, in advance of blow molding, ununiformity-ization of temperature distribution can be attained to parison, 
ununiformity-ization of the elongation at the time of blow molding expansion can be attained, and thick equalization of final 
mold goods can be attained. 

[0149] The (a) process which sprays high-pressure Ayr on parison from the direction of arbitration, and preforms in the 
configuration near a product configuration before invention according to claim 23 performs the time of injection molding of 
parison, or eye a mold clamp of metal mold in the blow molding approach. It becomes the (b) process which blow Ayr into 
the mold clamp back into parison, and parison is made to expand, and is stuck to a metal mold inside, and the (c) process 
which stops blowing in of Ayr into parison while cooling parison, and picks out a product from metal mold more. 
[0150] That is, it precedes performing eye a mold clamp, and since preforming is performed so that mold goods may be 
resembled at parison, in case eye a mold clamp is performed and blow molding is performed, it can control that the 
thickness of mold goods ununiformity-izes, and thick equalization as the whole mold goods can be attained. 
[0151] Since it has the process which performs blasting of high-pressure Ayr for invention according to claim 24 
preforming parison in invention according to claim 23 from the inside of parison, and is attracted from an outside 
corresponding to the blasting location of high-pressure Ayr, while being able to perform preforming of parison effectively, 
preforming of parison can be performed more quickly and correctly. 

[0152] Before invention according to claim 25 performs the time of injection molding of parison, or eye a mold clamp of 
metal mold in the blow molding approach The (a) process which sprays Ayr on the predetermined part in the inclination 
which becomes thin meat at the time of shaping to a product, and low-temperature-izes the above-mentioned 
predetermined part rather than a perimeter, Ayr is blown into the (b) process which sprays high-pressure Ayr on the 
elevated-temperature part of parison, and preforms in the configuration near a product configuration, and the mold clamp 
back into parison. It becomes the (c) process which parison is expanded and is stuck to a metal mold inside, and the (d) 
process which stops blowing in of Ayr into parison while cooling parison, and picks out a product from metal mold more. 
[0153] That is, since preforming is performed so that mold goods may be resembled while preceding performing eye a mold 
clamp and performing blow molding and making the temperature distributions of parison differ, thick ununiformity-ization of 
the mold goods at the time of blow molding can be controlled effectively, and overall thick equalization as mold goods can 
be attained easily. 

[0154] In the die equipment which carries out injection molding of the parison, since it has the air jet hole which injects 
Ayr towards parison, invention according to claim 26 can inject Ayr to parison, can be locally made into low temperature, 
changes the temperature distribution of the parison before blow molding to the core inside [ which injects parison / 
annular ] an exit hole, and can be closed to it. 

[0155] In invention according to claim 26, since it can be horizontally circled in an air jet hole, invention according to claim 
27 can inject Ayr to the part of the arbitration of parison as at least one air jet hole is. 

[0156] In invention according to claim 26 or 27, since invention according to claim 28 can inject sufficient high-pressure 
Ayr to make an air jet hole transform a part of parison, and perform preforming freely, it can inject high-pressure Ayr to 
parison, can give deformation beforehand to parison, and can perform preforming of parison. 

[0157] In the die equipment which carries out injection molding of the parison, since invention according to claim 29 is so- 
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called adequate several ****** about the high-pressure air jet hole for injecting high-pressure Ayr for producing and 
cheating out of deformation to parison, and performing preforming to the core inside [ which injects parison / annular ] an 
exit hole, it can transform parison in the injection process of parison, and can perform preforming. 
[0158] In invention of claim 29. since it is equipped with the suction nozzle which attracts parison from an outside 
corresponding to a high-pressure air jet hole, invention according to claim 30 can give deformation quickly and correctly 
while being able to transform parison effectively. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the explanatory view of the metal mold which can inject Ayr to parison and can give deformation to it. 
[Drawing 2] It is the explanatory view of the strange gestalt of parison. 

[Drawing 3] It is the operation explanatory view of the bulb which can open and close the Ayr nozzle of metal mold freely. 
[Drawing 4] It is the operation explanatory view of the bulb which can open and close the Ayr nozzle of metal mold freely. 
[Drawing 5] While injecting Ayr to parison, it is the explanatory view of the metal mold which can attract Ayr and can give 
deformation. 

[Drawing 6] It is the explanatory view of the metal mold which prepared the small coat of contact resistance in the cavity 
inside. 

[Drawing 7] It is the explanatory view of the metal mold of a configuration of having prepared the sheet member in the 
cavity inside. 

[Drawing 8] It is the explanatory view of the metal mold of a configuration of having prepared the sheet member in the 
cavity inside. 

[Drawing 9] It is the explanatory view of another mode of the sheet member of a cavity inside. 

[Drawing 10] It is the explanatory view of the lubricating film which intervenes between parison and a metal mold inside. 
[Drawing 1 1] It is the operation explanatory view of the lubricating film which intervenes between parison and a metal mold 
inside. 

[Drawing 12] It is the explanatory view of the pinch member in which insertion of the vertical section of parison is free. 
[Drawing 13] It is the operation explanatory view of the metal mold equipped with movable nesting in which insertion of the 
flank of parison is free. 

[Drawing 14] It is the operation explanatory view of the metal mold equipped with movable nesting which can control 
expansion of parison. 

[Drawing 15] It is the operation explanatory view of a configuration of having had the pressure plate which can press 
parison from both sides. 

[Drawing 16] It is the operation explanatory view of die equipment equipped with the air jet hole. 
[Drawing 1 7] It is the operation explanatory view of die equipment equipped with the air jet hole. 
[Drawing 18] It is the operation explanatory view of die equipment equipped with the air jet hole. 

[Drawing 19] It is an operation explanatory view at the time of giving ununiformity-ization of temperature distribution to 
parison and performing preforming. 

[Drawing 20] It is the explanatory view of the conventional technique. 

[Description of Notations] 

1 Parison 

3 Cavity 

5 Metal Mold 

7 Ayr Nozzle 

15 Bulb 

27 Suction Hole 
29 Coat 

31 41 Sheet member 
45 Die 

47 Lubricating Film 
49 Tape Member 
53U, 53L Pinch member 
57 61 Movable nesting 
65 Pressure Plate 
73 75 Air jet hole 
77 Suction Nozzle 



[Translation done.] 
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(■it r t » 6 C 4 «r4*tt itS^P - ABSL 

I- flWaifliVtt J: 0 ft 0 . ^ttSJPttS BM 4 5 1 * W"T te 
toOJSEWj-iffl *« it ri > * C 4 «: 4 -T S ^ d - liHBffl 

- HW#tt, y V >4©18l«B**clBkJIJIHT*IBIHt/- 
h©PI«*c, lft*ttlA44JRfflraiR«^- h4fflliLfc 

Bar* 4 C 4 *1* 85[4U-4^n -flEJBffl&a. 
[b»3R3B l 2 3 ^n-jsS»#ffitcte^-c»©SXaJ: 

0 ft 5 c 4 «49tt 4 r 6 - s»15*tt- 

(a) ^y y>'*WHiUSa««>*!T5l«. &ffi!4^yy 

Lfcin}t«**»f&xa. 

(b ) />"y y>rt^xr-*!»c^T^y y>*KiiM" 

^> 4 $ , ^ y y ^OKBKJC^-CfflflfBtliSB U "C^* 'J 
y > <om mcDfy — f 1 4 H 4 XfS , 

(c ) y>4&aJrtBB4©IBCc»»BI<:^raL/ctt 
«ec*si> r ^H»iss»*t7 9 xa, 

(d ) ^«JSW«©*ltfpfcMxat?f±±WfiBI5t!f 5 

xa. 

[sS*ra i 3 ] ^P-iiJai8*ffitc*Ji>T:^©«iaJ: 
9 ft 4 C 4 £4#«c iT4^D- RX?f^ffi e 

Ca) /<y y>*9tfflL,SlWft*tf 9«r«:. iai©±T 
WiJtC02aL//ct'>=rrgpt.n c ^ oT±l£^' y y 
at* c 4 k j: o -c^iUfloi5*!f 5 xa. 

( b ) WttiMK.* y V >rt^x7- ! fci!k3i5iArvsy y 

( c ) y<y y >*&fflrtffi«:S*3'&"C»ai-ri4fttc 
^•y y>rt's©xr-©ftii*4fP±u, ^ss*>6*s!n B n 



3 

nmm i a ) tmm \ 3Mm<Dmnc*3vx. m 

tf&A m tc % ^32 tc ffi tL tc °i M A-T- tc J: o X V v > OfflJ 
[fMOI 15} ?'p -8S»ffl©*B!«:*Hr»-C. #S<D 

0 /c tb<0 pJilftAT- ^Ixtl^ct^iiT^^n- 

[3ft*JI 1 7 ] :/P-jaJB*&fc:fal»T;X<D«XaJ: 
0 ft * C <!: £ T * ^ * - 

(a) '*yy>gS4UU32ttti>&ff<r>. ^'JV>^x 
7 - * ifci£/*,r ;<yv>* EBBtT SB, ffi A S S 
tcflx./cDJSbAW J: o"C^' 'J v ><5D— »»©BJIR*fW 

(b) ■g«iiA-¥'«:AairticaAb'c^< , jv>**sartiB 

( c ) J* 'jV>^WSi^''J V>rt^i7- 

[fimm 1 8 ] sS*JS 3 7 tege«©*nj3Cc*5i»T. £ 
^2CC Hi A Sfitcfffi*. /c plffij AT- tc <fc ft ; < y V XD^a^S 

cd— gp^tcig^LT^-f y v >o±hb— a»©JBifi*fMin 

g acDnJ SJ A-T & tii A @ li tc OS * 4 £ 5^tc , §i§R pJ3lb A 

tb a £ KttMai "J" 5 *c &omwMmm& « a *. -c i > 

[«3}Ug2 0 ] yp-^f^atc^^-C^CDSX^J: 

9 ft ft c <?: *'-i$?s i -r 4 ^ p - rtBfc&tt. 

fc— J*©Ji|iitfi«:j: or ^ y y >4Jipff oaJBtt 
It. 

(b ) gsu*»ccAy y>rt^x7-*?«&A,"C^y y 
( c ) JiPAfii^MrtfcrtftUfc* *^ y y >*£ffi!rt 

wcaarrftxa* 

(d ) rsy y>£#^t-ft£fttc^y y>fa^ox7- 
a>-*r©#jara«:, ^y y >*JiPEurKJlS*i/«>Sfc 

[ M«3R 2 2) 7'P - ffi tc & l > T y< OS XfS J: 
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(a ) /sy v><DMih!mmx&7B~m}m£mzm 

fc^Tftnutc, M D D n^co^n$^W^tcft4<«^tc*s 

( b ) saffia^^ y y >i*^x 7- «rfti&A/C'< y v 

( c ) ^ y y >^5^a)"T 4 ifttc^s y y >^(DX7 - 

[IS5jtJM2 3 ] ^P-JS^ffitc*5tir:X©SXflJ: 
10 0 ft 4 C i i«^n- ^Jf^S e 

( a ) ^ y y >OWtti^B#X«3:*2acOJE«6«)*?f 9 Bu 
c-c , ffiR©#Gi ^ 6 ^ y y > ^ilEx 7 - £ # # d w r 
$s D D 0 ^tca^^«tc^ffl^-r -sxfi. 

( b ) sss&tstc^y v>rt^x7-*iK^ , c^y v 

>*KJ!E^L^T^rtflBtcS?S2-li-4X!I, 
( c ) 'sy v>*i£»"r*£ft«:^y v>rt^©i7- 

[ f ft 2 4 ) 3S*^ 2 3 (C ISfSCD^l^ CC *5 ^ T . ^ 
y y 4/c^(DlBH:i7-©iR*«W«^ 

20 y V>©rtM#»5>tTl». *>oiSEJix7-<0!!fc^{ ; JWtfca 

(c*nco-c*HHij^6»3i-r sxfit^-rs c t wm£ 

( a ) ^ y y >©MWJi!t»n9X«ASS©S!**«:if 5 

x7-*gk*#W"CJbEBfS»»*«HJ: o b«awbr 
am 

c b ) ^ y v><Dm<&m?T^MK*T -~%\>x$ttvxm 

30 n^^tCjfiC^yctC^li^T^Xfi. 

( c ) 3si8«>«k:^ y yvrt^z-iftiiw, ^* y 
y > «r^n s -tt-cftiartratcsai s * * xa . 

(d ) ^*y v>**air*ifttc^y y>fl^oir- 

[«*3I2 6] ^y v>4S-fffi«;ffJT£^§SKtc*$ 

(c v y<y y >^ffiit^rx7- ; &'®94T^x7-y X;u% 
ma x ^ & c £ &4*tt t r * y-r one. 

[IU3RJH2 7] SB*^2 BCCBBtt^ftRHtCtol^T. x 
40 7--/XiKi*3p«:i8BPl«t?ft4C £% , #Wt£T2># 

{ »3jc3M 2 8 ) e$*II 2 6 XW 2 7 tC«Btt©*W(-C 

or, x7-yX;ut*^y vxo— BJilCJ&tiLab-c^ 
fSVSff^lf 9 tC7C^>ftSEx7- %m?li B 1±Xh %C£ 
fctWft£Tft*-f*B. 

[tt«W2 9] ^'y V>ftS4HifiBI5"rsy-f«««:*J 

tc , Ayy>(c^*ftt>ttb«>r*fl!llsSJIJ*tfO/c«) 
OrSEx7-*«WTft/c«><DiBEx7-- ^ X;U5rii^ 
50 t^t^^CiMifS^^KI. 



5 

- j X)l l-c *tJo I, X ?f ffliJ^ 6 J < U V > I T & ® 5 I ✓ 
[0 00 1 ] 

±EftSPOE^JI#fl!i©8P#«fc OWWtcttSC ££}flJ 
[0002] 

«iL /c— »OAH«c J: T mfr&ts £ ft tc^SOTSP-C 
4>r>T>^ y V>&RKW9* >*y V>tcfi»S:JBflE"j"4, 
[0 0 0 3 ] -€-<Df^C % y-fKHO^&gfacm/cnr 

^o^in@ai± u^/dfttc^s^ e>Ma a o*Ktti"S" 

[0004] 

ttn«»««:jsS)K s n * <d#— flttiKre* s ^ e> . n 2 0 

( A ) \Cff<-$'£ o tC, IffiffiJfSttrt* 4 ffiB1*©* + t' f h 

5 b ©rtffif tc?&«-i* u«>& £ . ^yv>ioi A«## 
[0005] -ratoft. 3wc*si»-c-><y v 

i % M5A, 5B©rtlitCttllJt-j-iiStt. ±f*©ft« 

* « lass - tc b& u x niwoa t £ «fc 0 *c hub? 
for, ^20 (O ccTj^-rjc^tc, ^'jv>io 

£|-/3S©— SP 1 B**£SS5 A . 5 BOftffitCjgJMrf* 
£, CO— 8P 1 Btt*B*#ltU *>ortHDtC»ot» 

[0 00 6] -tCDtt, ±B-» 1 BIH<Z)H5M*S» 1 A 

0 . fkmwc&m r> a, 5 b opmic^ y 

] AI3^»«:»II3*i"C5l*W«tfS^Sfe©^* , 5. * 

5 a . 5 Bortnn £ ©«i**tt^*cc asm>]^» 
[0007] ±j$cDCi < , *#«tcJ*i-'ea < a»w 
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< a ^ft^WS^^t & C £ 
[0 00 8] 3 6«c. Wn Q n^:K^IitE:{SL,ct:^£^^ia 

or, S!f„^a)limbtax hr^^tcttS* 

[0 00 9] 

>*miR?Z> (a) Igi, M*tjV>Wl,t^ 

B>fffifflJ»^ilSJE J-T - *"M4 U"C , BBtc*t"T * W 

IEHfffi»»fl!>!«llt*a6*4 (b)XfI£. huIE^JEx 
7 - cr>n^31 0 T y V > * ffi icSS ^ 

20 >S (c) XfS£, ;*y V>«r»*PT4£*tC^y V>rt 
^17- ©ftii * * ff± L . ^ffl* 1 6 R ^ m , L Ji 

[0010] »#«2 KB«<WMBtt. 

«c*5t>r. ^'jv>Mif»i-iTom ^yv 

>fa^xT-£Wx*K ^y V >€ttlRlT* (a) XII 

£ , ^- y v >#fit*ns ut^tt^ y v >©»fsE8ii»*<flha) 

S|j»i:0#<^fflrtffitc!S»!l!Ta«rPlCC*a£*. ^52 
CCtt W /c x 7 - 7L^> 6 Suf EiWSSP^iSJI ^7- ^ 

30 Hi-a (b) JMts ^*y V>OBiJIBfl!lOSP^tc*tj£;Lr 
&Sa CC» W /cR5 1 ?L ^ 6 © x 7 - 4 *5 1 L r WK 
ffc©af»OKJB*Wj*T* (c) XfS£, f!SBx7-f« 
94?L 6 CD iBffi x 7 - (0«JH *J J: V bu ISA 3l?L*>6<Dx 

7 - o»? I *ff ± i/ r ^ y v > * assort ffi tc?B* s ^ - 

a (d) Xfl£, /<y V>*J£*PT4£&K/<y V>|*3 
's O x 7 - ©Bfcii* 4 ff± L , 6 Si ^ US T 

[001 1 ] tt^m 3 *cEtt©«Wtt. W*^ 1 X»2 
CCE4fc©*q0tetel»"C . x7 -njlS^W^^WT 
40 x 7' - B IB a^c * 4 ^ a - mXtfi&X & z> o 

[0012] «|«fl|4«:Ett<0»"HB, ffWWKtoWS 
y A iP h 34 tH 3 ttfc ^»JV>* — tc ttftii 

*>o±E^< y v >Wcx7 — 4:njc^r Ji!tiPo*lSJK 
T & - ttm * & fias*c *»t > -c, y y > 

< ^aartHKisft** s £ # . #sartiBK:*fj" 

E x 7 - & PflS4 T 4 fctf>© x 7 - dWMRtfk - 
50 [0013] i93tJJ 5 tCE(«©»M». W*JB4 tcEtt 



<o§m cc & t > r . / s 'j v > ©fdsoBK&ttis© x 7 - * » 

? I U T a Rtt©a»»©«HB * Vt)&t 4 tc&<DV&5 1 ?L* 
[0014] |»#E6tt:E«W6Wtt. BI*«4XB5 

T'$>4 C 

i'C^u-c, Ay y>*a^l,ffl»»*tT-»fe». ^vv 

>rt^x7-^:^. ^yy>*KB"*"4 (a) Xfl 10 
<b, ^ V y >**H«B L/T^SC^" 'J V XOilffSBB^^ffeO 
8|J# <fc 0 ^- < flDtcJSJttU/c ch t* , S&W5E8ltfr© 

©ft— <t*iS4 (b) igi, &sirtroc/<y v>#ffi 

7-©?«&#*f§ I ±U ^Mrt^^SSiii&ffiHJf (c) 

[0016] WARJR8 tcEtt<Difena«. z/v-mj\m<D 

©ffiMffitn©^ * fc ftJttc J: 0 tern L r 4 -ffiJB 20 

[0017] g»^JB9 tcgatt©*?««. r?u-m&m<D 

&mictel>X. x 7 - ©(Ki^c <fc otKflK $ ft 4 ^ y 
V >©Br5E8ltf*#fl!i©8Gf* J: t) * < £SrtBfc«fcW * 

[0018] m&mi okem©®^*. MJBWOttiE 

J&7fJfll£3iT*£>4. 

[0019] tH4<JI 1 1 tcEtt©»9§«:. 1 0 CC 

Ett<WMBtt:fcl>T. ^-hBBtttt. Ay y 

4. 

[0020] 1 2tcEtt©Jfe9Jt*. ^P-J5BB* 

scbot, Ay v>*«mi/MW«>*tT *s± 

Bltt«:«BL/ciBfilH(l«:«5»-rS (a) XSi. Ayy 
>^M7-^ UXiA/vTv < y V > *JI&BT St*, ' * 'J 

y ><oKmi«:tB o-cwimfewas u-c a y v >©i*«© 

ft-fttH5 lb) /<y V>iftSSrtlB4©HI 

tcWtJR * rfraE L fcttBtc ** t, > T TflfiKJB tf 9 ( c ) 

0 (d) ia±. ctoaato'c**. 

[0021] IS***; 1 3fclZtt®ftVia. ya-jjOB* 
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*tt*ii«fCi«:j:-3t:*<ia**fT5 (a) IS£. 

saufttscc^^y v >rt^x7-*?ki&^^ , J v>*& 

■H-4 "(b) Ayy>*&BrtB«c«»Stf"C 

r 4 <h £ct Aijv>rt^x 7 - <D!fc&* * ff ± 
U £B*6»ffli*lUW (c)I8i. <fc9*4fc© 
r£>4. 

[0 02 2 ] M^CR 1 A tc8BiJc<D#fe B /n** 8**^B 1 3 

+>c j:^/^ y y > ur 5 x 

o ^l^rWT 4 -fit-JK^t:^ 4 • 

[0 0 2 3] tnt^ifl l 5*cEtt©*"Htt- ^n-fltJBffl 
©&S!$cfcl>T, fifflcoiTOWtc. n-'jy>^lt 
?(i.aS^f^t->^SI5»^^P^a^ tc ®^-C^4^a 

-jS^ffl&S"C^4o 

[0 02 4] tm^M 1 6 (CEtt^Wtt- 1 5 tc 

' ^rtt^ L tfW * If 5 /c«>CD Pitt AT- * fix. T i*> 4 
[0 0 2 5] ISJjtJl 1 7 fcEKOWHW. ^n-^ffj^ 

20 ffi«c*yi»r, /<y v>tWHioas**«>*«t», /^yv> 

AlftlcisttemWi^t^ 'J y >©-8B»OK 
BBftMHS L-C*SS««*cje-^W 4 J: 5 ;cT«JSJaB«7 9 
(a)IHi, ?»AT-*^lrtWaAO"C^y V>* 
^artiBK:fl5«S1*4 (b)I84, ^y v>4«rtPTr 
s ft { c ^ y y > fa^ © x 7 - co isfcJA * * ff Jh U • 
^6^a D n^mfcH-r (c) XfS<b. J:0tt4tOT*4. 
[002 6) 1 8 CCEttoaMtt, 58*^8 1 7 

Ett©»91 frc *l C » T t frc U 7s B 6E 6C <■ * aJ«J A T- 

0 rtf^ft-c c > 4 y a - m\rfr&-c 5 

[002 7] Sg*Jg l 9 «CE«©*Wtt- ^O-lSM 

^Mctet»-c, i<yy>o— B»cc»l*ox^y v>© 
±E-«»©H;Bfi«: iMPR § nJKfc AT* tHAS itfrc m 
HZt^. S«rattATOHiA*(B«lM»"r4rc*0 

[0 0 2 8] 8»3RJ>2 0«:BB»<D»?Htt, ya-/iKJfJ^ 
mctei>X. ^yy>t»tBC/ail*«E>«T9Bl. ftam 
«c«*fc-»©n»iLiB«:J:-»-c^yy>*»EUK»'tt 
40 l^4 (a)i«t, ya»»SHc^yy>rt^xr-* 
^ y y >ftKHT 4 i # . ^ y V >©»B*c*f 
j£UTffliLfi*^*Cc|5H< (b)XSi, »A1S*^M 
rticrt«0fc4 *vs y y>*#2JF^flntc®^1-4 ( c ) 
xmt . * y y >*r^w 4 1 fttc/< y y >^oir 
-©«ii**ff±u, ^sy^6$in D D*roHir (d) xa 

J:f3tt4feOt?*4. 
[0 0 2 9 ] §S*3[|2 1 tCEBORWB. ^P-M 

*ffl«:*5ir»r, wiaaao-wo^Hra^- ^yy>* 
wel i> x mm \j » 4 /c*o - w ©» *. fi * a«» s & 
50 cc*itt:^4^ci-ss«Bffeai-c*a. 
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[0 0 3 0] HJsRJB 2 2 (-CfiBttCOlfeqBtt. :/ 

(•c & 4 wsew^^x 7 - -c , '< y v ><0±E 
BTjea^ftJBB^ofeeaaTr* (a) iat. sst** 
y v >^x7-*ft^t^ y v >*»ia*i/ 

K>, ^SrtIB«C!e*S1*& (b) igt. ^yv>*» 
tp-j- & & fttcc y y > rt ^©x r -Ofti&**ff Jh L/ . 

4 C 

[0 0 3 1] »3#*2 3tCKK©»»tt. ^P-fiJBB* 

tt*c*ic>T, ^ y y >o«HJ*»ttXtt*fi©si*«>* 

«^TM D D o^Wciai^^oc^{i/SBT4 (a) IS 
satt«>»*c/<y v>rt^r-*Wi^yv> 

ft«BH*l/*r4Ea!rtBB«:as»3*4 (b) IHi, 
y y >&&&jr&&£ttc<'< y v>rt^©x7 
tffjtu £S^^o D n*raLU-r (c) ist. -tott 

[0 0 3 2 ] tmm 2 4 4cE«M>fMBtt. 2 3 tc 

S33S(OlfeW«:*jiir, Ay vixfe^ifflK^afc*©* 

Ex r - ©ifc* fl W (ifUvC U T WP'J*» 6 «83 IT 4 X 

[0 03 3] ifi3&H2 5 tcEttOlfeWtt. ^a-fiai^ 

hs«:*ji,>t. a y y >©w maEjBB*xtt*asoai»«>* 

»^7-^W ttl*T±EB«e»#«:»BlJ: "3 fcffi 
SUM" 4 (a) Xfl<t. ^y V>©JS«»»^JBBEX7 

- ftftfir WWtRiUTO fit >il£KecT fflSOB**" 4 

( b ) iii, sa»*si«:^y v^^xr-^nm 

t\ ^<y v>*KIBSi± , rjfta[rtlHK:af*s-t*4 (c) 
xs i , a y y w?*p*" 4 1 ft*c^ y y >fl^ox 7 

<fc9tt4&<£>r#4. 

[0 0 3 4 ] 2 6 6CE*UWM8tt. V V >*M 

ajflE»-r*y-Ya*H«:*5<' i t:. '*y y >*Mtftt"4nw: 

Ofl-JUinOI^(PJJ<D^7CC, Ay 7>N^t:c7-l'l 

[0 03 5 ] M*IJ 2 7 tcEttOJMBtt. W#*K 26(C 
E«t©fEMK*iiir , xr -y X;Utt*^K:flEianIll6f 
*4#-f *IBt?*4. 

[0 0 3 6 ] I8**S 2 8 ftcEflUWBBtt. tt#*H 2 63 X 

(30— apftSEje-SUftT^fBfiHBftlf 9K#5#tt?WBEx7 
-*i«H6fc©y^«iBr*4. 
[ 0 0 3 7 ] M*E 2 9 KE*JM>«93tt, 'J V >*W 

ai jsjgr 4 y skm. i-c tei'Z. > * y y > & jh tUT 4 

©WfflPOWI!PJ©3 7tc, Ay V>K93B«:£i;-tfU«> 
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Ex 7 - y X;K:a»RW T tt 5 ¥ 4 RStr * 4 . 
[0 03 8 ] 3 0 CcBflMtfHHt*. 290 

iftqfl (c to I » ~C lEEx 7 — y X JUtcWtC U T J>HB* 6 ' < 
yy >^K?IT5©3|yX;I/«riSATl^^V3$S"C* 

4 C 

[0039] 

[0 04 0] St, Hl*#»rt"4*c. ^s!5<D®a:<a 

«?L7*JRWr**. C0i7-"R9*?L7tt. }^m^ 
(Hm«l8) ecfcwa^-Y *^6MHisn/c 

y> irt(cx7-**^"c^p-jSE*r4i«. ^y y 

> 1 &&Wl 3 ti t , c cd^* y y > 1 ©Bf SBB^^fte^SP 

> 1 ©WEW3£^^*E^7--*i|lWr4fc«>0*>© 

[0 04 1] ±E*»RStcO: wuno^-f^fe^y y 
>i &i*wosai*«>*!f o*/d^, ^*y y> lrt^r- 
*VtihA,-Crt y v > 1 tBBt e> ^' y y > i 

a^j o j: & m < ffi k * ami «: * * i * . ^ 
30 as5cc»wfcx7-*fl4?L7*»6^<yy> iowbsbtS 

M»^lolWr*Ex7-*»B«'J"*i. HI (B) (CtS 
Tcfc 0 ^ 'J V > 1 ©Bf«Bf» 1 C fctrtflflteBKr J: 5 
(C^JKS hr&St 5 ©rtOD^G>l£flfcWS*i 4 C i tc^j: 

[0042] ±acOCTi < . y V> 1 CD— SBtSEJKH* 
L/^?>^ y y > 1 Sr«K-tM/«>. -t©tt«:WEx7- 

■nwfli 7 6 o«ffix 7 - w * (*ihr 4 i . '< y V 

>l^SS50rtlI«:ar3|f-i"4Citctc4 li C(DH. ^ 
y y > 1 03t1EBS» ] CaV* + t'f a 3 ©ft* 3 C CC 

[0 04 3] iw^t, y > i op;?SSP^ i 
ct*sr*, ^y v> i*(*ort«©*Hb*H4ci 

[0 04 4] nuitx^> c' <h < ^*y y> 1 W^fflSOrtBBtC 

atufca, A'«jy> i4<*aiLH^b-j"4ift*c^yy 
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4. 

[0 0 4 5 ] &te % xT-ifi.&I717a>6©iSExT-© 
ji^M^klBDiiOriliUap-riC i#a* Ul>fc©"C£> 

4 e 

[0 0 4 6 ] mftOt't < . i7-W7L7?^e>Mx 
T - *Pfl Wr 4 KB L , i^Ex r -» 9 X«SEi7 - 

[0 047 ] _hi!i©C"4 < . xT-n.B3*?L7 
E0i7-~1 3**>*y V> 1<-C**l3*a4 4, HKJRiflS 
*c*4^ y y > 1 ©Bt5E«# 1 Ctt. ffil©SJ#«fc 0 &fl5 

accttOtttt^fiT-r*. Lfc^ot. ^yy>i©w 

SESMH Ctt, iSSS5ExT-l 3©mHKJ:t>, U2 

HaBT4BRtc, BfjeWWH C©I*3«tt, H2*cSTrj:0 
[0 04 8] _LiiK©C* 4 < , ^'JV>1 ©Bt5£6B# 1 C 
-1 3©i«M«:ffjh-Fa£. iSi!M3«e«»l CWP3«r 

* 4 *>e»a*3&«fflatcjiws ? ntM 5 ©ft hbk: isMnr 

4. c CDS, 1 C #£3S 5 ©rtBfltcflMJKcSM! 

U ttt'r-/ 3©ftBB3CtC»j£U/cS|5#l D©«* 

swan* , ^i^ft awaasa 1 d imut s n 4 4 # tc ;x 
MtcftXti:tt4flli»ltcA-3-c4». 9t3£8R#i CWfW 
Sp(-c tt o T t > 4 ©"C, ft* 4 U T ±{* Wfc ««©:$— It 

[0 04 9] maoCTi < . iS5(D + +^^ 3|*3^ 
ilE^T- ftSlW-r 2>tctsb<D*T -»«JH?L 7 5 tc 
JBfiS1"4 4, n-ijv>i^tt:f ■/ 3©rtii«:ffi«L 
i *, IWKxT-WttJl 7 rttc«J»g#A 0 i&*'< 'J K 

tc4c4***a. *cr, xr-«j»?L7tcpBBaaa© 

^U:/*RW4C4#fi* Ll>. 
[0 05 0] H3*»JBW40C % £Sa5©xT-PBJH?L 
7 (Ctt, xT-*MJL7*fflDfc4*«:. * + 3 

©rtrainn— wtcaa-'^^] 5**rwt*4. c©^< 

1 5 Cttto * K8B 1 5 R#— flUCRWC AO . CO 
P v K» 1 5 R©ftttSKCttWWfc* ^'J > ^ffi 1 7 4 

xr-<BW?L7rtccRw/cx^ y i o 4 ©rate 
tt, mtf3^^x^y>y*oc:t*wi4«»2 i*s 

*jpj;c«»L-c*a. arte. xr-«w?L7<DJ'HBUctt 

KM* 2 3 #R W T * fj , C ©JBB** 2 3 tC tt XT- fit 
te?L2 3 H#RWT*4. 
[0 0 51] ±KttU3WCtelr>TC. X7-0W&7L2 3 
6 x T - ifflSm 7 ft ^ SSH xt- 44, XT — 
4IS47L7 rt©E»«cJ:f), »tt»W2 1 ©{*»*£« 0 
5#W3ft, xT-PBWTL7/r4M*>n5- 
Lk#-5t, x7-ijMl?L7a>6 + + t'-jr * 3F*KcKE 
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[0 05 2 ] J»ExT-«W7L7^©*ExT-OflWft 
£f?jt-f 44, «14»t*2 lOfPfflKiot^i^l 5 
#i7-*»fll7«BCa©"C. iSB^tt'f 3 
OrtBCc^ y V > 1 #Jg<*4L/c4#, XT— H6947L7 rt 
-M»Bft»At)jittC4«:l!»±r#4. "Tttte*. xt- 
«94?L7 rt-MSIfltoo-SP^AOjA^Ay *»*r*J: 

9&c t^ac^orfta- 
ioosa] H4<C«-r*»l*tt. ^VU^l 5©HH£fT 

^^aX-*2 548H C©7***x-*2 5«:te 
W4tttt[«iBa©0 9 K2 5RiWSB^I/^] 5 4^31 
*SU/c»iiSr*4. c©«Sc«:tei^TW, 7^?*x- 
^25 ©fg»«rWJWr 4 C 4 K J: 0 , xt -PB847L 7 © 

Nun ftswanr 4 c 4 t? * s «> ©t?* 4 . 

[0054] xr-Pa9«L7©MP^tt, #^5CC 

RW3rcxT-«»?L2 3H3^6©lKHxr-©««. ft 5 
ihicMiSb-Ctf 9t©-C*4- ±K»Jat«ctel*Tfe. x 
T- WHTL 7 ^©1MJII©A 0 ii**B±"Cfir , ^' 'J ©^ 
20 ££KS±T'#4&©T-;fc4c 

[0 05 5] IStC^TOt iai5«:. =irtl:'f^ 
3rt©xr-*R5IT4»?l?L2 7 4RWfc«fiJt"C» 
4„ ±f EilS^ I7L2 7 (i. y y > 1 ©« A tt ft SBMfSSB 
^1D©CT4<, * + t'f* 3©rtffi^©8cftl!rt s ii*i4 
«fiilCc*4BP»«e3l , att*P»©KB«:lft«Tr^ 
<**tStO'C*oT l Wl^tt'f^ 3©ftBB3 

c©C4<, * + 3©rtflntc*hr4Ay v> J © 

!SlllJWiB*i 4 ffift Oc rtj 4 W»«c l£ 0 T tt W T * 4 
[0 0 5 6] ±Ha«4lStCte^"Ctt. xr-i«»*7L7*>6 
30 y> i^[fi]W-C^ExT-4Pfl3 ; )b, Ayyvi© 
1 C CCrtfl»J^©il**4. C 3 tt4 4 ftcc , 0&g I 
?L2 7 35P6* + trf--/ 3rtOi7-t«lt*Ci«:J: 

f) , * i» t* ^ ^ 3 ©rtinicca-j- 4 ^ y y > l ©«»#jB 

n4{LSr&l(-C^>4a5^, «iLttft».4*KC»»l DOBMt: 
Dj;Si , E51T4fe©-C^4c 

[0 05 7 1 1' ^tofe . * f tff" ■< 3 ©rtBU KStT 4^ 

yy > l ©saltan < &4«fiitc*48B»K:ttrt^inj^ 
©a^^4 Cr 4 <t 9 vc^jf^ § -i>rs ttta h -tt. + ^ 
-7m 3©rtBB«cst-r4^y v> i ©«jft**an4«wtc 

40 *4W$*<c««31tc <fc o r ^^-©^lUSP^a i: 4 J: 
5 CCSag e -B-r ttlft&^fc 4 4> ©"C* hlPh* M^7 
- © "US ft 5 l?L 2 7 * 6 © x T - ©ft 9 1 £ f*± L ^ 

a. ^p-E«cj:orAy v> i SrKlfiti-Lttr + irbr 
Lr-c^ y v > i ©ft8u^»at=cBiB*wtcj8tt-r4 c 4 tc 

^'y V> 1 CCteW4MW©ift— lk*H4C 4^'C 
g?4fe©T*4 0 

[0 0 5 8] ttte, ft5l?L2 7 Kljtfl/TfcttJJJg©— 8IW 
A0^"C^y**4t*4Ct3W*4© - C l ft? 171 2 7 
50 tcb^fJU^ 1 5 *RWT, IJR5I7L2 7©MBB«tT0»fi!E 
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rm L/T©?ITi 2 7 COMMIT ')Ci ^'t 4„ 
[0 05 9 ]§6^iW(t #^5tC:tett4*+ t' 

> 1 ±omm£inO'\^^%W<?M&2 9 £t£ttfc«i$, 
-C&4. 

[0 06 0] ±ie#^CJ:9, V>1 Z$mLM& 

•a- u&4 i . 'j v > i common i ca*fl!i<Dap#. r 

[0 061] ±3$cDC<b< . vs»jv> KDBlrSSP^l C 
1 t'rw 3<Dl*JBH4cSMb?da. >*y v>l'^6 
tc«HTSi, ft»»JCW»l D#*ftrf--f 3(^)fflSi5 

3co*m <5*hja#«> ccgm-4. cor&, ^'Jv 

tc J; D«»lS!n***S J*8B*tl£BB5> 1 DCOKKlc 

[0 0 6 2 ] u/c^ot, mefltacc ihtf. mm&<o 
-r«tto%. -/D-j$^tc^oi^c. ^y v> i ovftnmft 

BB# 1' ffi©8B#©»«CC**a; L rflS08B»©*P] 
4 c ± *c J: 9 . Ja»fi©rt«Ofti— < t*H* c 

[0 06 3 1 17 «CiR-r»fiJtB. 'J V > 1 ©SrJEBB# 
1 C#f£S!5Ort0Stcgl)llU/ca«:. 9r368P» 1 CO- 
SB^tflSOBft^^tt-raft:*©^- hBIW3 1 *»w 

to»»Jifc*4. 

[0 064] «t 0BMBBC«, ±ES^- I- B»* 3 1 ». « 
x.^ri A^©C cb < Wffl@i£©W14SlWJ: t) ft 4 *>©"C 

^t, **8pwaa:oH3eA3 3tc<toT^ffl5ort 

ffljL \t 7 -H£© C* <h * aSfiOtttKBlW 3 5 
[0 06 5] ±«BS«lttBBW 3 5 ttlWIBV- h8IW 3 1 

« i a o r <#«rfisflj s a r 4> ot fe^t, 5 cc s 

ROfeWMLS 7*>6fl««:S«BU BSffiHKRWfc 
*K*6B3 9A. 3 9 B6Ci!a$UT»5. COftHBRil 
3 9 A, 3 9 Bit W*tfil"-d<*-*«tCj:o-CliiR 

3 *i 5 F ^ A £ «*. , fc WIEattBPt* 3 5 * 
«H*4tlte!tC*4. 

[0 06 6] ±K*»atcctoi^-c. V> 1 rt^OXT 
-©!>c*ii»tc ct o ^< y v > i **aaa ^ u v > l o 

4 ^ , £:&©«IR3£K 3 9 A , 3 9 B * JBatcKtt U "C 

attaw 3 5 i. ^- h aw 3 1 © 
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PMaw5iai6nTs/- haws i B«»«:««sn 
[006 7 ] ±iSoc:t< 5/- haW3 i #f*ss*i4 

t, rsy y > 1 ©->- h8IW3 1 K««!UfcaJ»tt^- 

nam 3 1 0<#sRtcffior?i*f*«snT-ap»*ftap 

W68KH D«K*ttS*i. ±fiftBB»tC8P»l D**« 

[0 06 8] Ttt*>fcJJE*fi«C Jitltf. ^"C© 

10 [0 06 9 ] 4C4T', H7*C5^t8fiWc**l*tfct. 
K$?a3 9 A. 3 9 B«:Hl|ffli«CttWfc«lfiS«:"C«7SLr 
ft 4**. «K«H* 1 "^^ LTiE*©ttttaBtt3 5 415] 
Kfic«aa4«flEi"r4Cifepia8&*><D"C*4. 
[ 0 0 7 0 ] B 8 tCTfk-iTWm** m 1 ICm Lfctt«»t4 

0^4^>- haiJ»3 1 ©H*lM»aJK:l»iR«tt©^- hBB 
t*4 1 *»WfcfllliS-C»4. CCD^>- hBlW 4 1 tOX 
tt. ^i;y>lot*Ktc«>J:4*s, W*«afc*Wtt<D# 

20 [0071] ±E»flt«:*ji»"C ^ y y > i ©Bjmtc 

J: 9 J* y y > 1 ©9f3EBB^ 1 C h BBW 3 1 tcttft* 

r 4 4 , m&gtc j: o >- h aw 3 1 enr^jj 

JBT 4 i ft tc % KRiRtHttO ^- h aW 4 1 *5«MBr 4 O 
■C, ^' y y > 1 ©V- h^PH3 1 CCfgMU/c8B»©— BR 
*«flaR«JC8U»l DI»K*ttSn. ft8P«j£8(»l 
MW«:tc4Ci«:lfllM-r4fcO'C*4- 
[00721 19 CCmTWflttt- H 7 Kth Lrcffl«8p« 

3 S^icKx-C, is - h8B»3 1 OSBfltCiiBSJKttO^^ 
-M*^4 3*HW/c»JSSr*4. -rtt*>%. ±BB^V 

30 > ^ ;u 4 3 a*«« 1* wt* 3 1 cc l . msm 

i* + tr-f"^ 3CDrtffitcHffil//ct>fiS"C*4.. 
[0073] c t^rtt, y y > i ©KHfin# 

tc*>-hSIW3 ltcSIDtU, (^eStcJco-C^-Mf ^ 

4 3mm2t\. I»K»T4BR«:2/- hBB«3 1 OW8B 

«l«-3T5l*f*t«"fc© , c*4. ^'yy>i 

©S/-hBBW3 1 K*ttL//c8B»4?l*M«tfb"C*En* 

ipKc»«"T 4 c i t-c/cC 0 , ^»jv>i oft8Ba*isais» 1 

D#««tctt4C i*ifl"!MX-# 4 t©"C*4. 
[0 0 7 4] Bl 0*CiRT«H)tB. WWC^S^V 

40 4 5 3&>^<yy>iftwao, aw»«>*tf &m 

5 t^y y > i &©MKn»lK4 7 «r^r±-r4titiSr*> 

4 C 

[0 07 5 ] fltgEffl»M4 7 It 5 RCf ^ »J V > 1 
OHf ch (0JS«i«1a©^S tttt - - ^8B« 4 9. w 
iL«f-7P>y-7 r fti:©»tt^-^ JUA) =2:33 
BCCWI O-C^c 4 fe©r* o-C, *©PI4i8Btt4a!tt!E« 

&t'©afi©H3eaf5 i('ca^btft4o 
[0 0 7 6 ] «t i-jmmcte. mzfflffiBA i a. B 1 1 

io^l-J: 9 *c, ^' y y > ] *c»J6 Lte«BS#IH«w:ft 4 

so ioic, »*rntf*!H5«#iatt*ca4J:o*c, 
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[0 0 7 7 ] «±OCT4*»«CCfc^r. MUMS©^ 

4 5 *>e>^ y v > i *«ai-r s i . y y > i ttww© 
»»(ftatcttBr6aa»iB4 7 (-^«h^*b§) kjs 

JttU 01 1 (B) tc^-TJr^tc, a y y > i ©WifflJB 

£>s y y > l &0lffltcjHHtfi!4 7 tW*J*3 ttfc, 
ft ?MM Of- y'SPW 4 9 A tt— 3* ©£e 5 K J: -3 T tt 

[0 0 7 8 ] fluaitDC £ < ^^^rtfo/ciS^, /sy y 
> 1 ^i7-Wv^^t'A*'J y> 1 %BBi£Ut>Z> 
£, y > 1 i{|S0ffil4 7(D-f— 7'SB«4 9 £<DRHK 
u c ±m 5 (D * r fcT-/w F>9E £ f" - ygptt 49i CDIffltC » 
9 ^tD, ;<'JV> 1 t&mb<D*+ << famt&ffl 
6Cfflf»K4 7 ^/raEL//c«®rffi?S^i * *J . *«J« 

[ 0 0 7 9 ] ±ai<DC£ < . y> 1 £ + + 1^*1*3 
B £ (DPdT k: . Jg Mmtn<0^ 2 a itB »■ 4 7 4 / r& L T , 

/ * y y > 1 + f^r * rtantciajgjgsifcT * c £ sfeWih 20 
T*>fe©-c*a*>6* ^y y> 1 #**trfwi*giBK:i8 

»4LT»«i«:(*±-r-2) ct 0 fee £#ftl^<Crtr& ^ 

y y> 1 <D±i*(fitj:mB<Dfy-it%mr>xo¥ffim}% 
[0080] RujzEoci < Taaaetfio^a 

[008 1 ] Bl 2tc^Tf»llS«, (BMn&H) o 
±^ao'T*OffiBCC fcT> 53U, 5 3 L 4KB 

U/cffij£T'£>&„ ±fitf>*8M*5 3U. 53LW, ffl 
tt|«0^>r4 5^6^''JV> 1 SWaLffltta&SfiOtt 30 

<<c, 5tta*ini3&>6^y y > l *tt#i&A,T. y> l 
[0 0 8 2] ftfc, MAirFi©t>f»»5 3 LlCB 

^y y > 3 rt«:A^/ci^ccfcc^"Ct:>^g|5t^5 3 L& 
BBi; % BiTE^n-tr>5 5^6*7-£^$&tf c£ic 

[0 0 8 3 ] W* tfJb|M<D b' > ^BMvf 5 3 U CC 40 

5 cc ras t s 3s hj u c <z>sm* 6 i T - * 
[0 0 8 4] ±E«atc*jtiTtt, wmmco&j 45^ 

y y > 1 «r!WlH 0 . (i 1 2 CC»H**B8) (D 
'jm&ltft 5 m &ffl©±TW««:EB 0 teS e > * 
SUtt 5 3 U . 5 3 L «t o xj* y y > 1 /3c 
JBo D oCWB«k:iSfl5l-r 4 J: 5 tcTfflfiJBBttT 5 fcOT* 

1ti\ ^'syy^irt^ir-iBfcSjiAt^o-jiJaiSft 50 
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[0 08 5] ±Et*ffitC*il s *r«. SSttA^ff 0SiT(CJ!fi 
JBo°otCiSffil1"S J: OtC^' y y > 1 OT-ffl^fJ^T 9 fe© 

yv>l^*B^SrtBB (*+b'r ^rtufl) tc^0S[5)n$ 

y V>l©?l*f*tfSti4«»3*J*S <fti©t, 

[0 08 6]il3 (-CttxT^JSW. 5 (DttfSjEK . 
^' y y > 1 <DI!BBS«ai#afiOoI«llA-? 5 7 ^rffl^/c+g 
RE-C**. J:0sf*fflK:«, 7B5M9«>i» 
(cvs y v > 1 cE>W»*i*8 ur^fifj£?f^tf 0 tor, 

5 <3D*f[nJBH CCJBJSJt L teQD0[5 5 C tc*f L T til A S Stc 
R»r*4. B55BnJWiA J } L 5 7(DaiA ; Srtf ^fc»tc. & 
5^ 5 CC«, HpLUxt y > i#7^fal- 
^5 9^SU-C^D, COT^f**-* 5 9CCiSJS 
Utea?g»SScDP 9 K5 9Ri— (*WCCfliJSl/T:» 

[0 08 7] ±E»attC4yt>rW. J«PttS«<3[>y-r^6^ 

* x - ^ 5 9 « fH» 0 T pJSftA-T- 5 7 5 (DM SB 5 

C ^ L ffl Is . y y > 1 CDffl'JSP^ J*^ L T /SJKfn© 

[0088] co^iistt. «ra©Hi 2^7^-3- 

BE* * J: 9 SB*89«: ff5Ci*«-c*afc© r *> 4 
[0 08 9] -Tfttoft, ^5k5O±T^c4d^T±TC0 
tr> ^fflt* 5 3 U . 5 3 L *C J: 0 *) V > 1 0±TSB * 
L/r*«flS»*tT 5 £ ««: . ojltt A* 5 7 *c J: X 
a-;v>i cr>nffJSP«: tt# 0 T T'«StJg« tf 0 C <b CC cfc 
9 , ^ y y > 3 «rflEJBiPoO}l5««: J: 0 ififH L -C^ffii&B 

[0090] i/fctfoT, ±3>1vcdc*£ **«aa5«w:ga 

»to*l7 o r yn -flt»*lT 9 c £ tc J: 0 . ^Sl^Etc 
*t-r y y > 1 ±»o«jit^K«Bin$fi9tc?7*>n*» 

« £ 0 , ± f* Wic (5 Hift-tt P9/»»W© J5KJB.PD -1' J: 0 

[ 0 09 1 ] HI 4tC«-T«iat«. AJS5tC*5WS*-r 
tf f w 3 CDJS§[5tCl!ag|5 5 D *»W . C ©IS 815 5 D CC.*f b 
rmAStt©pJWAT-6 1 S:RWtefllJar*S. J: OB 
*B«ctt. ±E?IttA-T-6 1 tt^y y> 1 O— ftBOIUK* 

Mm or ^ y y > 1 ©»tt«r*aaji5tR. ir + + f 
7- f 3 o»««c2ia-r a -t 5 «:T«js»-r 4 tor * 

3 OUA*BBtllWlfBir5te«>«:, ^3£5tcW5gWjWli^ 
Eo— W £ or . tt^t 7 - ^ y > y«© cr<t#j*fi 

- * 6 3 (C2Btt LtetttaittaaOP K 6 3 R*«nJttA 
T-6 1 CcaUbTfti, 
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[0 09 3] tt±©C4#tttfK4«r>T, ^yv>l«r 

tc^&u y> i ©— 8P*caje*-^*T*sUKtt 
(* + ^-/ 3<DJfJtt) «Ufi«r*J:5*c^yy>l © 

[0 09 4 ] ±.m<DCt< dJIBiA^B i &^'yy>i tc 

;*y y> 1 rt^iT-t!fc*ii^^o-St**^^ fc 10 
arc*4. corl 7 *B 3 6»S«:fW»u 

t. -fv-mzx-ox&m-?*^ 1 ) y> 1 ©KHtcstic 

LTTnIttA-T'6 1 i»^tcDflSB5 DtcaA-f 44><D*C£> 

4o 

[ 0 0 9 5 ] fc*5. pJfJbAT-6 1 CWgtt^fflfttt. fiBB 

«J&l»fc<D"C*4. WBEPlttA-T-B 1 ^<Uy> 

l tcgMt iSltltt. asttlfifiitf'h c < &4«fc Otc. 

4. 20 

[0 0 9 6 ] BffE«Sttcj:ntf, asM»»*!f-3T^P- 
y y > l (D?fctt#SSA?fctt (* 1- 3 o»tt) «citt 
*t-r*^ y y > i coattw^w^ttKRinswtcfTtons 

[ 0 0 9 7 ] m 1 5 ©flKKK. -»©AS! 5 ©IB*c t ^ 

y y > l *«*3^6JipffL/-cKJl5-i*U«)4fce&o— *t© 
i»EWiL«B5B, ><y y>i *»ffiSC**^» 

4 £#tc, y< y y > 1 iff *18 6 5 

o , 0|?]$tt8Rft#l*l{V tc & 4 -fc 9 ic^ffif&B? 4 

[0 09 8 ] Ji§Eff;MR6 5©afflff«l«:IBII6iW»T4 

•/c^vc, ma^T-^'j >y©c:£#as:s©7 

i-*6 7jMttWT*5, C©7 6 7CC<i 
*/ctttttteffiG>0 •> F 6 7 R*sWEW*tS6 5 tcjfijS 
LT£>4, ftSlBtctt, fflUtonstcWrEo v F6 

jew ii6 5 saoflteaw 5 f a^istc^ u 

~C c& 4 c 

■Tii, r?yy>ltt^©ffil*B 5*C Jr-sTSE** 
?>ff E S ft . BrBD*tt* J ftn»« *«T 4 J: 0 tc j£Jf5 $ 
ii4. 

[oioo] ±i*<oc:£ < WAtSf) 5 y y > 1 kss 

Jtt 0 ffEET 4 <fc . > < y y > 1 ©ff *1R 65i ©»fcW# 
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BttMffilnM: X 9«T 5 c t fc < «JttB*©l*OT«:8B# 

r4©-c, patt©#te»«i» i E*nwic&*«wifc 
[oioi] -raft*. ^yy> i 1*. b 

5 K <£ T fflE 3 1\ * C t tc J: 0 . KlB*«*9|s mm 

[0102] ±ai0C"i< . 6 BtCJzoT 

^6t>^^?f ^ y y > 1 CDR5^©!^S?^-5> 1 E *s 
+ ^t'y--f 3©rtMK:^JB0cSSfllU, SgSSP^l EV>m 

[0103] <-cd^, yp-E*cJ:4^y V>1©K» 

SS^rfijcc^Sft-rst, ^y y > 1 42£6©ffli*.*6 5 

ct ©*j*sm**. ^taiisco 1 SB^» Jib s n 4 ssa ^ ft -> -c 
^•y y> 1 trf*^ 3©rtBtcycJRtcfls»sti4© 
■c, ^" y y > 1 ©^ ^t'f -/3 cr)p^nn^©s?sgp^tcpR 

[ 0 1 0 4 ] stcfc\ ^clqOffAfe 6 5 5 F CC 

U^lz, tip 6 5 ©rtffl«+ -v- t'-r 3 ©rtiffl iiltt 
^ *cte4fe©"C*4. 

[0105] a±©<r±#»«R*cJ:*u* acfi©w^« 

D &c #K8 «c aail u r * ©» *c W» * K< b U tt t tftW^ft 

[ o i o 6 ] a i 6«c7ftrt»fiE«. ^-<4 5K*»i*r^ 
y y > i *wffl-J**»tt©wttiP 6 9 ©rt«©*7> k u 

frXte^Tl HC, ^ , 'jy>l^|SlWtf5SW7'- ! 2: 
IBM T 4 x 7 - ^ X;U 7 3 ?: » W Act»J3;r * S .. 
[0107] ±BBi7->X;U7 311 SSt*»*lT^T 

-aafctw 9 hucc . ^ y y > l ©y'p - fli»BS*crt 

P?^C & 4 tc * 4 Bf mfflft^ 3-7-*. R * (=t » "C . ± 

©r«4. ±83^7-^X^7 3lt fikWW*|fil^^7 
- ft «84 - J" 4 J: r J K » SCii pJIftT *4/A iS 
SiO-x7-^X;U7 3«:*¥«:ig@lDlfl6«:HWr. ®^ 

[0108] «±©ct*«teJt«:*jc»"C, y-f 4 5*6 
^•yy>]©»]tHi*^i-c, XttaaWtotlfOtttc. ^ 
y y > l o y p - ^SUT5H#6c i^SStc a 4 Gift &c & 4 ftfS£ft 
^X7-^X;U7 3*6x7-4PM«T4i. ±S2i?T 
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ic % &Mti> (a i 6«:»#?a«aBg) 4m>, y v> 
/Vfsgp^ i F«jana©fi!iosiJ»j: 9ffiarft5©-c. 

•J v > l ©KJHD*«cffirBB9T5e»» 1 F ©tttf tffflfWS ti 

ft <E>e 

[0 109] L/c#o-t\ ja»Jo°DiUT«. PU?#±f* 
toi-c a««3-«: a & & ©r ft 4 
[Olio] ra*>%. mjffiffiettcfec^rtt. ^vv> 10 

1 «l*j«a»r3E»» 1 F 4JH!Ifl©ft!2©S[S#J: QffiatCT 
£CiteJ:0, ;fjv>l ©£f**c**W4aiSKH6** 

JfcS 4 W 4 C <!: # & 4> ©r ft 4 . 
[0 1 1 1 ] H 1 7 CCift-railiRtt. fta©iT-*i«JH 

tt, BSEX7- 4'>' y v > l ^ 4tM u->< y v > l ec^a 20 

tc^(«/3E»*if 0/c«>©feco-cft4. 
[0 1 1 2 ] «±<DC4#«E«C*Jlr»-C. $r-M5*>& 

tf>4l7^BU&c, x7 — ^X;U7 5£>*V*y V> 1 ©Mil 

fc*fflrat»i*ia. Jd*©c£ < ^-y v> 1 ©TflteWB 
4*7 o ic \k % m.m*b * if c » ^ p - rs-jb f 9 00 -c ft 

£c 30 
[0 113] T^tbi?, ±K«SctCbl»-C«, x7-^ 
X;l/ 7 5 frh'* 'J V > 1 ©BiT3W#^iBEx7-£iR91 

K^ffliSJFJ 4 It o /ct* tc mm & Hi->X7V -SHE 4 It 
0^cor-ft^^6, urrtJ»#««iS— ttJiBKiRi 

[0 1 14101 SKifiTtitaStt, 5tC 
Stfjfc UXWMiP U v > 1 ©ijftg |41t 5 WH I ^ X;u 7 
7ti»tfcflirtrA4. 

[0 115] C<30flHRCCfcC»r», tt&LfciOJc. x 40 
7-/X;l/7 5*6i(tEx7-«:i«WLr^y V>1 fC 
j&fcH -T 4 J: 5 (c ^x. 4 i fir , ±BEx 7 - > X;l/ 7 
SttffiLtKUXjW 7*S«?l"Jr*or, ^'JV> 

1 owifli»*Jtt»tt«:tT 0 c h tim . ^ffi 
J*»Q»«fllflt * J: 9 & C £ 5 fc©"C * 

[01 1 G ] tC4t. feE©Ji7-*«M-J"*:£7- 
yX;U7 3 ilSEx7-4i|S941"Sx7-^X;l/7 5 £ 
*fIJJflfc Rtt 4 C <t t> "IfiEr ft C ©«£K ttX7 

- y X;u©#tf>*£ < a 4or, piJx^xr - ; Xju 73 50 
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<c*t b rffiigx 7 x 7 -?S i 4 W!^ njfigtc^ 

igt?hCtK£ 0, 1 o©x7-> r XjW7 5t'totfi 
S©x 7 - ©WW i iSttx 7 - ©iJBW i 4 "C tf 9 
C<bAir*Sfc©Tft4 0 

[0117] T&tofc, 0 1 9tc^T <k0tc % X7-^ 
X;U7 3*6^ 'JV> l©HFr3S8B»l.F^lKa©x7- 
*««UTJBi»WCC(KafkU^:aK:. XT--/XJU7 3 

©g^4]SEx7-f®tc^x.. ^- v> 1 omm\\ft 

l G^KEx7-*i«»brge»*^^&ci*«-c# 
[0118] U/c^ot, y-f 4 53&>6©^y V> 1 © 

94ffl^n#xw^©^*S«>4i7 0Rutc, ^n^tci^W 
cc Aj: h Hffl ft 5Hff £SB» 1 F ^fficffi©x 7-4 4IM 0 
r±«a»r3Ea» 1 F *JHH©W» J: 0 ^ISStC Lfeft. 
^•y v> 1 ©BTrSSP» 1 G^KEx7-4«S4LT^ 
fi©JI5««:ifittl'r 5 J: 5 «>SE»t 5 c 4 ^'C * 
5 e 

[0119] ±52B©C4 < . ^ y V > 1 ©BlfffiSB^ 1 F 

*jgnB©w»j: ofiatc *>o»?g8iJ# 1 g©^^ 

WZ'\Tr>M£, m% & 4 1 7 ^ ^ a - «t J & 4 1 f 0 C t Cc «t 

[0120] c©^, ^-y v> 1 w¥«>»»wtc«acc 

JiHEB B a*»*l 4 fc©"C*4. 
[0121] 

■c, /<y v>*wui/asE»»*!7o/ca, /<yv>rt^ 

x7-40X3A^, ^yv>*ajHTT4 (a)XTIi, ^* 
y v >3WKBi/rStt^^ y v v©^^^***©*^ J: 
of< ifessrtiHtcttMnr ^ fflrfij tc » s <t * . ^astcR w 

/cx7--" , S^J?L^6B?IHp^?eS-R»^S5Ex7 -4TO L 

(b)ISi, BWE»ffx7-©«W*ffitLT^<y v 
>S:^Sl©rtffi«Hfi#3-Si (c)Igi. ^yv>4 

l. ^^^^□ D D 4nxuT (d) iat, -toaafc© 
rii^s, ^si©rtn«c*f-r4^y v >©«*«. 

ffi»»dJfl!i©»»J: •) fe^JBCclgJIir 5 c i 4ffp*U L 

^>cfc o*c«wp?ittr* { ^ > tt»A©**mart«©«3- 

{b*H4Ci3W-C*4fc©-C*4 M 
[0122] M#9l2CClBtt©KW», ^a-«**tt 

(ctoi»T:>< y v >434UJb?H^4^o^, ^* y v > 

rt^x7-*!fcji*, ^yv>4»K"S*4 (a)Xfl 

cb , ^ y v >*jimb utai^' y v >©BfS»#**ft© 

g|i5tJ: l 3 # < #fflrtBB*c«ttr Sffllfiltcft * i # , £%l 
(■CRW /c x 7 - WWa* 1 6 BJIBBfJEBB^HiEx 7 - 4 
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£M<CSW/cK3 6:££?l**©xT - 4K5 I LT WBB 
{tk©g|*#©&flS4W£1~4 (c) Hit, jtuiaxT-t© 
Sfll*> 6©*Ei7 J: CflBBBBK *>©x 

t - cd©? I 4f?± u r ; >' y v > 4 £5?©rt on ic^« $ ^ 
4 (d) xfl<t. ^y y>*»*p-r*t*«:^y v>rt 

^qxt 4 f£±U £SSfr6»iS4HXttrr 
(e)Xfli. <t0ft4fcO"C*4. 
[0 12 3] U^ot, r?y V ><DBf3ESP^* $ ffe^BB 

iiT4<DT\ y v>^**s*S!rtBBtcBtfBlB*WK:S! 
flir5J:9CcftijfflioJffi-c*0, £<*iflfcl^JI©fc3--ft4 

H 4 C <!: #"C£ 4 4>GTC* 4„ 
[0124] i$*JS 3 tcEi|S©#fe93«:. I9*3S 1 X« 2 

xr- ttWifi-C* Zfrhs iSiJE x T -^IMLt^'J V 
>CC9EJB* 4 i«*c. ^f^JfcSR#©l^4{i!j© 

[o 125] 59*354 tcga«co«qaw, rowwcfcwa 

#>o±fB^y y >rttcxr-*:i9:3Zi/v"C^cn a D^fiS^ 
T -5) ^ P - fiJBiWEf i£ CC ffiffl -T S ftSHc *$ i » T , ' < y V > 

Ex7-^ T 4 /c^cD x T - "BW?L t»tffcfc©"C 

*aa»6, ^ y v >©Bffssp»^ffeoaB» J: o t>mmic 

[0 12 6] S»#E5tCBEtt©?WJtt, B»#J114 WEtt 
(Z>#MHlC*jlr*T. VVCDfteOSr^^iaoxT-^iJR 
9 1 0 ~C ^ ttfbOff a©l$H * «J*T 4 /c tf>©R3 1 ?L 4 W 
*.TC»a4><Z>-C*a*»6, *!BrtBBtc*fLT^<y y>± 

a. 

[0127] «#JIBCCE«©*W*. BI#9I4 X»5 

tu?L * bb ea s ^* "c s *> or- * a * & , 
xt- mm-ctt l x o aA/c < y c 4 c 

i 4 BS±"C # 4 fe©r $> 2 .. 
[0128] M3RJR7(clBttOAqa«. ^a-/iJt»*tt 
tctsinr^y v>4WUiLffl**«>4tT-5fca- ^y v> 

rt'sxT-4Ki&*, ^"'J y >4KIIS"3"S (a.) X*I 
<h % y y >**H5H y v ^OBrJEffl^WflliO 
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3»ufcft«c^yv>ft»ai-r*4*«:^yv>rt^©* 
r-©!fcii*4ff±u. ^s?rt^68iia*rottnr <c) 

(0129] «3ffl8MEttOJiWtt, 
^(^^l^C, ^SrtlBO— »XW4<*4. ;<yy><L 
OJS*HttlS0^h 3 tt J: o aa U "C a 4 1 © "C * * 

mn? s ffliK«sHi or. anr ftjtt-r ^> tt 

10 13 0] sfi*JM9 tcsattoawtt. ^P-SH»flJ© 
&ffi*ctei»r, iT-oftii^cccfc-jTKBsna-'^y 

y y >OfiFr^SP^<0— BP4fli<08S»O*fil^tt • 
ffeogB-^^i^gstca 4 c 1 4PA'±^ 5ci , ±# 
© W m<Dfy-i tzmhct *s-c # s 4> cox- * s o 

[0131] Ifl^m l o CCEtt<D»!H», 9 *CE 

BSWiaPt* 4 3 1 * <*r /c«><D(BB!b»* flxrt^feor 
<&££>e>* ^a-JSEJBfttc^y y >©Bf3£8B^(D— BB4 
«!ioa^«^«l*«c»«!i"f 4 c t W % . /5:U n ra D ©^<* 

[0132] 1 1 KlBB»a>»Btt. B»*^ 1 0 ^ 

cc>< y y >cDWCT»w*6»o»»«^©wn© 1 u 

«□ — f t4B 4 C <b *S"C* 4 feO-C * 4 . 
[0133] Sfi*^ 1 2«:ESKO«MB, ^0-fiBI5* 

y y >4©H»c, ^ ^ jUA«©W1!fe#«:»*»*>^*S 
««cWBl/fcn*l«*«WT* (a) ISi. ^'JV> 
rt-vXT -4?>Ci2v/u-CvS y y >4B;BW S <t # . ^ y V 
>©a}««:i6i;-c«Hf««:ffi»0'C^ y y >©i^Jl©^ 
■Hfc*Ha (b)ISi, ysijy>i^sartiH]i©ri8tc 
a»»*/raufc«««ctoc*r*«jat**1f9 (c) x 
fit , ^«^»©¥Mo a D4SflX^Ti±±^J^41f 9 
( d ) XSi . <fc 0 «c a fe©r* a 8 
[0 13 4] Uc^t, »tBI©/HS«: J: 0 >s y V > 
cb^rtMiOPulcp^flWStn*^]^ < . ^ y V 

gp^ffli]^^fl»^ 4 c 4 *«r * , fftOBU^*^ WCC tt 4 c 
t^p*lJT4Ci^-e^44>©"C*4o IT to fiSJIS 
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£h<D£# £ U X <Dfc m<D&)—1 1 £ m 4 C £ # r * 4 4> © 
T'(o4c 

{0135] 16*31 1 3K:eaKO»««tt, 7u-fmi5 

<D±TPi(PJJtcfi2H L/cf> =Fgflttlc J: o T _hffi; < y v > 
itR^ii^CttcioT^fflffiEJB^f 5 (a) Xil£/ 
SSSaWSvC'* 'J V >rt^^7 — ^fe^ii/^Tv^ y V 
RTS (b)Xg£, '*yy>*£fflrtBB«:«*3i*"C 

U ^*6«ft*flMtiT <c) X*S£> «t«Jtt**><D 10 
"Cft4o 

[0 1 3 6] Ttt*>%. SSt*«>*?7^WK: % ^'JV>© 

fh*Hot^a-JiSJg*?7 9C4ec«c0» ffi^^tt 
[0137] gfSJfcJg 1 4 tCB3tt©«WW. W*JB 1 3 tC 

Wi-jt^y y > ©ipjjsp *«» u r *«jflHB £ tf 5 x 

ffirt" 4 J: 5 KlTfltaSJB tiCim, flEJB A £ U T © 
Wtt 0! »<0«3— f t * (1 4 C £ **T £ 4 i> <DX ft 4 . 
[0138] ffi&m 1 5CCK«lO»WW. ^d-M 
©£8L«::fct>-c\ ftSM>±TflH«:, ^yv>t»»Ut 

r?ft&*>6. t> «t->T^y y>*r*»urjsJt 

WaWWO^Fift— ft*UMHJL"C, 4#il/t©M»OiS 
— <t*H4C£#r&4fcffrc*4.. 
[0139] S@*Tg 1 6 CcKtt©»?8«. 15tC 30 

J# L T £ If 0 fc*CE) Pitt £r<SSx.~Cl 3 4 

feco-c*4*e>. ajSl)A-7-ccj:^-c^ y y >oflU»*« 

£MKML,-C£f*£ l,T©l*»©*&— fb*B4 C £#T* 
4&<D"Cft4 e 

[0140] l 7 tcKttOlfeiBtt. yp-^ 

S:cc*ji>-c. ^yy>*wui/fii*«>*m». ^yv> 
rt^ir--SBkii/ur^<yy>4««'r4i«, ^ssccffl 40 

A @ &(-C (ffl it /c njlft A* CC ck o X y y > (D—mft<DB 
M£MH Lr&SSJBtttciS-W 4 J: 5 tc^ (BJiBI3*t7 0 
(a) Xfli, RlttA?-**!ttrtecj«AL/r^'JV>* 

4£3 J <tc>' ,f y y >rt^c7>j:r JhU £22 
*>e>«o B o4IRtli"r ( c ) Xfl i % *0tt4fc©-Cftft. 

[0141] rat>%. ^o-/a«tc56Jc^T^uv> 

*fiHMi<c««T 4 J: 5 fc^OMWBT 4 fcO-C* 4* 
6, -BJSBfl#«: ItT 4 c £ fcfflKMlr 
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£4&©-cft4. 

[0142] fl|3&R 1 8(CiettO)|fen». 8»#*H 1 7 tC 
EtM>ftiHfctel»-t\ ^SSkitaABatctti/cnlttA^ 
«: J: 4'* x ) y >©*«03Btt. &gQgtfti>iMI* l &tt 
§bl/*t^7t?ti4 4>0"Cft4d > 6. ^'JV > © W>fiSJB * 
J: «9 iE«*oltll«c|f o C £ 3Wr* . y P -fi!!*BS«:*$ 
W4WWCDW— (tOlfliftlltJ: OSWWftWf 9 C 

^a D n O^*ttttW»<0iS-(kiSatcH4 C £*s 

-c^4t>orft4 B 

[0143] 18*9 1 gecett<Diii!a». ^a-M 

£JS*c*$lr>-C, ^*y y>0— 8B»«:«JltUT^y y ><o 

±ib— as»©ieB* wr § fi© pirtA-? * m a s «e*c m 

K.4<b#ttc % ^B^fi)A^oaA46EWl*« : iair4/c«><D 
fl£ttM»SK&ffl*. r l » 4 O-C ft 4 6 . SUiSA* 17 
9R*c^ y y><D^fl^JB*!7 5 Ci#-C#, ^a-fit 
«l*«:n«3W^iiE>— <tr 4 C £ ^JipHtiJ It, Milt 

4. 

[0144] m>\m2 OCCUBROftlHtt. ^P-*S 

fficcfci»-c. ^yy^fcWfflLrffltf**^!*. £^r«i 
c^fffi x fc- J*©» A « J: x * y y > i WEE U SOK tt 
b«)4 (a)IBi. g!*H6(ft(c^yy>rt^iT-* 

^)c5A^r>'^• y y >*kh*J" 4 £ # . ^yv >obib*c>9 
isi/TiipiL«*yaw«:iH< (b)ia£, »*.«*&si 
rttcrt^u/c* y y >^feMrtBntcSST4 ( c ) 
xa&, ^" y y >**p4P*f 4 £*«:^ y y >w^xr 

-0?)cii**fl»±U. fta3&»6«iPp*IRtHT <d) xa 

<fct)tt4fccO-Cft4. 
[0 145] U/c/j^T, JipAt5tCj:^T^y y>tC§E 

«ft#ifc WB«»«:tf 0 c £ 4 1 **c, ^ y y 

ffi*«a6b»4c£)&*-c# % 7P-/5^n$tctt^y y 
>OBR«C#Itb-C»*.«feH< CiOTtSCOT, y 
p -^ostcts w 4 <t*WW l/t, ±<* £ 
t/t0rt*O*tlHt*BI4 C £ *sr * 4 1> ©tfc 4 e 

[0146] jn?*3i2 1 i-cK3so^i!B«, y'v-mzm 
!ipe u r u a 4 /c *g>— fctow a ts i'ffifflsi a a 

0C«Arii44>O"Cft4^6, ^*y V>*WELt^i 
fiW £'17 5ci#T*4i ft(c , y y > i »SL « £ O 

4»£l/Tfl[>rt«OiS— IkiHSCitf-CftSfeO 
■Cft4« 

[0147] IB«JB2 2 CCiEttO*WB, 

ttKtei>-c, ^ y y >ce»jibrr»WfXb^o 
ft 4 p^ssp^ ^ x r - * *x * w w "C, re y v > ©±ie 

Bf3EBB»tJHIIBJ:f)4>iSilWb-r4 (a) X8£. SWft 
&ic^ y y r - toka/vr^ 'J y > ^KHi* u 
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#Sl*3iB«:S»3'fra (b) XII4. Myy>£>% 

jp-tr a £ ±fc*cM ij y >|^©x T -©?&£# £f?lfc L/ . 

#^^iS D D D^flxtbr (c) int. Jroasto-c* 
a. 

[0 14 8] :/a~J&^5fe3ioTMy V 

«/©^«3-{b*H0, •»WttfiHftft©rt«©*— fb* 

[0149] es^2 3*ciBtt©»HU:. ^a-/S6JB# 
SE*c*Jl»-C. M V V >©Mffltt»B3Xtt£ffi©S!*M>* 10 

?f ^h?cc, eto*ifii^e> My y>^*E*7-49;* 

#WT»fn«tttcifi^»«*c^ffllljH&ra (a) Xfl 
4, sssaMSccMy y>rt^x7-?:^"C^U y > 
*{^5HiOi6r^rtffl^ffi3e^i±>£, (b) IBt. M 
y v >4ftiPTa4fttcM y y >ft^©x7~©n«A#. 
*f?jtU ^jfe6>«D B n*IKlU"r (c) Hli t cfcOfc 
a*>©T&a o 

[0 15 0]t^, SJfi$&4?7 ^CC5feSo-C. My 
y >tcfl5Jf5o a D«:iafur a «fc o ic^mmzzif o fc©-c*> 

©i^/i#^— ftr ^ci *w*u-c& , /&^ D D D ©:£<* 4 

[0151] «3jSS 2 4 CCiatt<DJ69Btt, 183JUB 2 3 tc 
■Btt©#MJ!K:*Jl»T, My y>%^{«/^ra/ctf)©iS 
Ext— ©?fc*WW«:My y>©rtfl'Kp6tTi\ *>ojb 
Ex r - ©R* WW fflBtc *KE 0 -C?H»> 6> K3 1 "i* a X 
fl£^Ta4>©T'&a7!P6. M y V>©T*B096*S6S 

ificcfT? c 4 A*r* 5 4ft tt, m y y >©THHfi»l2£: <fc 

[0152] li53^Tg2 StcEttOJIWtt. ^o-fijag* 30 

tt«c*«,>-c. My y >©waa»»x***aioa«»*ft 

ffifb-r a (a) xfg4, ^yyxowaw^ntEiT 
- * 9c * w w r has ittc ac > »««c ^ «st»r a 

(b) XfI4, SSff&f&CCMy y >fi^7-?:Pm 
T\ Ayy>*a5H3l*r&fflrtlBK*#Si** (c) 
x« 4 , m y y >*?ft*P"*" a 4 *ccm y y >f^©x r 
-©wjti&#*#±U ^Sa3&>6HD n o*WUiT (d)Ii 

[0 15.3] "Ttttoft, ffi***&tf^T^P~fiE}l3*tT 
Oit^SoT, M y V >©SK#^ £ JSfr *b L » a 4 ft 
fi£ jf5 D D D cc iS(H-f a J: 5 tc ^fflflt Jig £ fr 5 ©r * -5 ^ 

[0154] tt#XN2 6 lcBBtt©R9Jtt. '< 'J V >*M 

auaafc-r a y 4 ic > x , m y y > * 94 uf a 
©«fflP©rt»J©3 7«:* My y>'Mfijwrx7-*« 
Mr ax7-y^sn>itrc»st©T*4* i ?). My so 
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y > ^x 7 - * o r» sraw: flsatc r a c 4 #r 
ac 4*«r#a4>©r*a. 

[0155] MsJtlR 2 7 KK»©»»tt. 2 6 tC 

i?MO§m tcfei»T % x 7 - y X JMi*¥ tc KB "Iter 

o>af»^x7-**wra c 4 a &©t* a« 
[oi56] fft*ii 2 8 ic&momm. ISaR^ 2 6 X 
W2 7«clEtt©*W«:*5t>T % x7-yX;W*^y y> 

-?rflaS4 Sfir * a*>6. ^ y V >K«Ex 7 - CrnplSt 

Lt^y y>tcffts»*«sc4**t«. ^y y> 

[0 1.5 7] M*^H 2 9 '>* "J y >* W 

UJiSJ^-r a y tc & i > r , y< y v > * « ur a «« 
©94aiP©M! I J©^7tc, >fy y>*cajBt4D"t*u«> 
T^«iijaB*if 5fe»©*iix7-**«rarc»©i« 
ex 7 - y ■caato-cAafrfe. y 
y >©"H8*ia?fi*c*5Ci"C^ , f y y >*KJB"C*, ^ffiJSffJ 
«t1t 43&5-c*a*>©-c*a. 
[0158] sft^Xi 3 o (ciett©j%ina. 2 9 © 
: 3£Bfl cc fc i > x % ^5E x7-yX;ucc^fc£;0T M-W 
y y >ftift5rt-aK5|y^*ffll*"Ci>a<>©'c*a* 
6, ><y y>©WB*j8W«*c!f 5c4**r»a4*K: 
2a*>^iEBMc ffi^ «: a 1 4 # a t o-c * a . 

[0ffi©fl8#asft?fl] 

(HI ] »J 7 >tCi 7 - **tl Lt g» t W 5 C i 

©r * a£3!©itt | WB'c* a„ 
(12) ^ y y >©K»««©KWH"c* a. 

tt?BBi-c*a. 

{04 ] A31©x7-*S47L*MBUefi©^ ,{ ^^©ffffl 

Kijiia"c*a. 

[05] ^ y y >tc x 7 - trVHT a 4^tc x7 -48ft 

5 1 o -csejt$ 4^ a a c 4 ©r * a ^awjar * a . 
/c^s2©K?«[arAa e 

[0 7] + + f vwrtrfu&c^- HWsttRW/tfllJa©* 

sao»MH"c*a. 
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